





























1930 
Ind trial F ishing 
1 the Reg. U. 8. Pat. Off. 
the An Independent Publication Devoted to the Finishing 
same of Industrial Products 
far 
sired ol. VI, No. 9 JULY, 1930 $2.00 a Year 
ip a 
part * e 
- oF Contents of this Issue 
0 a ° ° rs. c 
— rh Tee Dee CL, 6 ins KOK Raed 60:6 OR SSSR AE eA 5 
little Feature Articles— 
work How Much Total Solids in Finishing Materials, by S. P. Wilson.... 7 
just How LeBlond Machine Tools Are Finished, by F. F. Fetter...... 10 
: How I Use Crystal.Lacquers, by F. Mannhardt................ee.4+. 13 
‘king Production Striping with Mechanical Striper, by W. J. Miskella.... 16 
high- Buying Aircraft Finishes, by L. H. Cass... ........cceceeecceeeecees 25 
; What You Ought to Know About Colors, by F. S. Araki............ 30 
8. Latest Stains and Fillers for Wood Finishing, by R. J. Fairburn.... 36 
high- Finishing Good Furniture on a One Day Schedule, by H. R 
PE 66.6.6 W6bi 5660660060404 RwSSEREROSSEEEESS 005400460 4060462 DE 42 
After How We Finish Elevator Cabs, by H. M. Hagy..................4. 52 
smut : ‘a A - 
well “Sucstiions aed Amewess” Betas ccc ccvcccevecsscvssescvees 70 
This “New Materials and Equipment” Section..................+.+:. 81 
viped Rubber Cushioned Buffer .............+.... pandtbéacebenstbeeessede 81 
tallic New Gasoline Powered Spraying Outfit...... Teer ET eT 81 
t rn ee CORE O By Gienccoccsccccccccnscesocesconsesseese 82 
par POPE DERN, GIGIED ee cdccesseecsecreecccccescencacesésiucsscess 85 
rome " 7 
rome Di? the cc hedeew steed aathde edges ekebre ee enawen - 90 
nbles Short Articles 
many Selecting the Spray Gun....... 9 Wallace Heads Paasche’s 
shade Hercules Promotes Use of Boston Branch ...........+.. 40 
Cellulose Products .......... 9 New Crystallizing Lacquer..... 40 
» the Paasche’s New Detroit Ad- Gilbert Spruance Builds 
rding Re 14 Addition to Plant ............ 51 
act.— Cause and Prevention of Lecture Course Published on 
: Lacquer Bridging ............ 20 _ Paint, Varnish and Lacquer. .56 
Nichols’ Pacific Coast Temperature Control for Ovens.58 
Branch Moves 2 a Machines in 
Ri aes ine as Enamel Finish ...........see<: 58 
 —-—-| _- paeedee Te. 2p peneereeeee 58 
ment P sscsggy Mis pnt, lpia ate .- Color Mixtures for Various 
3 by Lapping in Spraying ..........2 Tints, Shades and Hues...... 60 
. Detroit Graphite Co., Now Uniforming, Highlighting Wal- 
ecific Part of the Valspar Corp.....28 nut, Gum, Willow, Maple....66 
. em- New Lacquer Protects Igni- Aircraft Flexible Lacquers..... 86 
Ce WEED cocccccsncesceseses 28 Wood Finish Shading to a 
those Finishing Veneered Surfaces... .40 Uniform ComleP .ccccccodcccces 93 
signs , os , 
gil EE a ee Seen 94 
ssage 
jafety i CO oe lia eel ei de ak Si a ee .95 
, dis- Copyright 1930. 
Published by PRACTICAL PUBLICATIONS, INC., 802 Wulsin Bldg., Indianapolis, Ind. 
d fin- Eastern Representative Western Representative 
beau- Larson H. L. Watrous 
254 West 3ist St. 611 Wrigley Bldg. 
New York Chicago 








ag 
Phone, Penna. 9049 Phone, Superior 2429 








4 INDUSTRIAL FINISHING July, 1930 










THE new fi er 


SPRACMORE AA 


Everywhere...Finishers Are Talking 


About This Sensational New Unit 
Super Spra-More “44” 








Announcedonlya month 









new Super Spra-more 





ago, thenewSuperSpra- PRICE «44», side by side, un- 
more *44* has met with S77 SO der the same set of oper- 
enthusiastic response if oeD ating conditions, and 
from the entire spray Complete you Il agree that it de- 
painting field! livers a finer qualityof 


















Such instantaneous suc- 

cess is explained by this fact: the new 
Super Spra-more «44» is the first low 
priced portable spray painting unit to 
offer finishers these unusual advantages— 


1 All the standard features of spray 
painting equipment selling at more 
than twice its price. 


2 Perfect finishing results in less time. 
(Compressor and gun design com- 
bine to give a new degree of fine 
atomization that cuts rubbing labor 
to a minimum.) 


If you are interested in reducing present 
finishing costs, we urgeyoutocompere the 





1218 VENICE BOULEVARD -: 





finish in less time, 
than anyother equipmentinitspriceclass! 
Here are the facts about this new unit: 
HasPaintingPowerpositively unequaled 
in 14 H.P. units . . . gives professional 
results with all materials... design com- 
pletely eliminates ordinary compressor 
troubles . . . has new type Air Cleaner 
. . . Automatic Safety Starter to relieve 
starting load . . . Automatic Pressure 
Unloader...a 100 per cent Water 
Condenser... a high grade Standard 
Type Spray Gun . . . Quart Metal Con- 
tainer, newdesign, interchangeablewith 
Mason Glass Jar. The Super Spra-more 
«44> gives you outstanding performance 
value far above its low cost of $77.50. 


Write Today for Complete Details! 


CROWN SPRAY GUN MANUFACTURING CO. 


oo LOS ANGELES, CALIF. 


—P 











Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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From the Editor’s Window 


OR MANY individuals July is vacation time, but for active 

organizations in certain industries it is a month of doing big 
things with the expectation of obtaining profitable results. For 
example, in the furniture industry huge market exhibitions are being 
held in both Chicago and Grand Rapids during the two-week period 
of July 7 to 19 inclusive. 


Furniture manufacturers have given more than ordinary attention 
to the designs and finishes of goods prepared for these exhibitions, 
and now that the big shows are on, everyone in the furniture industry 
and everyone doing business with furniture manufacturers sincerely 
hope that the buying at these markets will be sufficiently encouraging 
to accelerate production activities in the furniture and allied in- 
dustries. In this connection, it is hoped that no furniture manufac- 
turers will become panicky and begin slashing prices which will 
result in the production of more cheap furniture and more unsatis- 
factory profits—if not actual losses—for furniture manufacturers 
and all who deal with them. 


Some of the automobile manufacturers plan to bring out, this 
month or next, new models which they feel confident will give an 
added impetus to sales. Leading automobile manufacturers never 
lose faith in the future, but continually strive to improve their 
products and their manufacturing and service facilities in order to be 
able to offer greater values and better service to the motoring public, 
at the same or lower prices. 


Whatever added activity occurs in one or more large industries will 
naturally help business in general, and an improvement in the condi- 
tions that have prevailed so far this year will be more than welcome. 
Obviously, the more wage earners and salaried people that can be 
maintained on payrolls, the more buying there will be in all commodi- 
ties. Much buying has been deferred for months, and at the first 
signs of sufficient activity to restore general confidence there will 
be an increasing volume of business in all lines. 


ORR tr 7 


Managing Editor 
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DeVilbiss spray-finishing systems have 
often reduced manufacturing cost to 
such an extent that a price reduction 
has been possible without any inter- 
ference with profit. We will gladly 
and frankly tell you whether or not 
your finishing costs can be lowered. 


DeVilbiss 


Spray- panies System 
THE DeVILBISS COMPANY 


NEW YORK PHILADELPHIA CLEVELAND 


CHICAGO 
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Look to De Vilbiss for: 


Spray guns of various types an’ 
sizes. 

Pressure feed paint tanks and 
containers. 

Spray booths, exhaust fans and 
approved lighting fixtures. 

Air compressing equipment. 

Air transformers and accessor- 
ies. 

Air and fluid hose and con- 
nections. 

Complete outfits from the 
smallest hand-operated units 
to the largest industrial in- 
stallations. 


DeVilbiss spray-finishing equip- 
ment is listed by the U nderwriters’ 
Labor itoriesofthe National Board 
of Fire Underwriters and also ap- 
proved by the Associated Factory 
Mutuc al Fire Insurance Compan- 
ies’ Laboratories. 


294 Phillips Avenue, Toledo, Ohio 
Sales and Service Branches 

DETROIT 
ST. LOUIS SAN FRANCISCO LOS ANGELES 


INDIANAPOLIS 
WINDSOR, ONT. 


Direct factory representatives in all other territories 





~ Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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How Much Total Solids in 
Finishing Materials 


By 
Ss. P. WILSON 


Manager of Lacquer Department at 
Products Co., reveals information that completely 


Varnish 


clears up some frequent misconceptions about 
actual amounts and percentages of solids in dif- 
ferent finishing materials 


HE FINISHER of today has a 

much better understanding of 
the difference between the actual 
content of solids in a varnish, lac- 
quer or shellac and the so-called 
“good body,” as measured by ap- 
parent thickness or viscosity, than 
his predecessors ever did. He 
knows that it is possible to “body 
up” varnishes and lacquers with- 
out in any way adding to the 
material actually left behind on 
drying—and generally he is not 
fooled by the specious argument 
that because a material is thicker 
and requires more reducer to 
bring it to applicable viscosity 
that it is necessarily an economy. 
He has begun to ask, and the 
salesman of finishing materials is 
prepared to answer: “How much 
total solids is there in your prod- 
uct?” 


Vehicle and Solids 

Practically all finishing mate- 
rials can be said to consist of 
two portions: the volatile solvent 
or “vehicle,” which carries the 
non-volatile material and which it- 
self disappears completely by 
evaporation, and the “total solids,” 
or true film-forming material 
which includes oils, resins, py- 
roxylin, pigments, plasticizers and 
in fact, all substances which taken 
together dry to give a film of 
finishing material. 





Briefly, the method of deter- 
mining total solids is to weigh 
accurately a small portion of the 
thoroughly mixed material in a 
weighed dish, evaporate off all 
volatile solvents, and weigh the 
residue. The percentage of the 
original sample left behind is what 
is commonly called the percentage 
of total solids. In actual prac- 
tice many refinements of analyti- 
cal procedure are required to get 
accurate results, owing to such 
factors as ready volatility of some 
solids such as camphor, oxidiza- 
bility of some oils (with corres- 
ponding increase in weight) etc., 
but the exact methods of analysis 
are outside the sphere of this 
article. 

In varnishes, the total solids 
run generally between 40 and 60%, 
while in lacquers they run be- 
tween 8 and 50% as a rule, the 
low figure representing a cheap 
bronzing liquid and the latter a 
heavily concentrated pigmented 
lacquer. Disregarding for the 
moment the quality of the in- 
gredients used, which affects 
markedly the appearance and 
durability of the film, it is fairly 
obvious that these percentages 
determine the spread or coverage 
of the product. Many salesmen 
of finishing materials have of late 
been stressing this point; a 
legitimate action if considered in 
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conjunction with other points but 
one which by itself is apt to be 
misleading. 


Percentages by Weight 

In the first place, percentages 
by weight take into account the 
specific gravities of the solvents 
used, as well as those of the solid 
ingredients. A light vehicle thus 
gives an apparently higher per- 
centage of solvents than a heavier 
one, while the actual weight of 
solids in a gallon is the same. 

As an illustration let us take 
two lacquers, each containing 24- 
oz. of solids in a gallon. One 
lacquer contains heavy solvents 
and thus weighs say 9-lbs. per 
gallon, while the other has light 
solvents and only weighs §8-lbs. 
per gallon. On a weight per- 
centage, the first will analyze 
16.67% and the second 18.75%, 
yet the actual solids as measured 
by coverage will be the same. 
This gives some idea of the con- 
tradictory results one can obtain 
by using figures without a more 
than superficial understanding of 
what they connote. 


Lacquer Reducing or Thinning 
Another variation on this point 
is met with when finishing ma- 
terials are reduced. The obvious 
thought is that when a lacquer 
containing 40% total solids is re- 
duced to equal parts by volume 
with a thinner, the resulting so- 
lution will contain 20%. This 
would be correct only if the thin- 
ner and the lacquer were of the 
same specific gravity, but, since 
it is an almost invariable rule 
that thinners are lighter than lac- 
quer, it develops that the total 
solid content of the thinned solu- 
tion is higher than calculated. 
Let us again consider a con- 
crete illustration: assuming that 
the lacquer weighed 9-lbs. per gal- 
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lon and the thinner 7.5-lbs.; there 
was originally 40% of 9-lbs. or 
3.6-lbs. of solids in a gallon. After 
reduction we have the same 3.6- 
Ibs. in 16.5-lbs. of combined lac- 
quer and thinner or 21.8% instead 
of the 20% first assumed. 

May I emphasize here that the 
material of higher total solids is 
not necessarily the better one. 
The nature and proportion of the 
ingredients is far more important 
insofar as true quality is con- 
cerned, and it is only when these 
factors are proved identical that 
the matter of total solids may be 
considered, if quality is sought 
for. 

In pigmented goods, for in- 
stance, it may be possible to se- 
cure splendid coverage and quality 
by the use of a small amount of 
high-grade pigment. A competi- 
tive article may use a much higher 
weight of pigment and inert ex- 
tender to get the same effect with 
greatly lessened durability, and 
yet this article may show 20% 
more total solids than the first. 
Similar examples can be given 
by the dozen. 


Cutting Shellac 

In the shellac and substitute 
shellac industries, the total solids 
are generally expressed as cuts of 
sO many pounds gum per gallon 
of solvent. These resins are 
generally considered to bulk, when 
dissolved, 10-lbs. per gallon. This 
figure is a rough approximation 
used widely in the trade and 
scientifically rather inaccurate. 
On this assumption, however, a 
4-lb. cut of shellac actually con- 
tains 2.68-lbs. in a gallon, and 8- 
Ib. cut contains 4.44-lbs. and a 
2-lb. cut 1.67-Ibs. in a gallon. 

From these figures we can 
readily see that the procedure 
often met with, to reduce an 8-lb. 
cut one volume to three volumes 
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of alcohol or a 4l1b. cut equal 
volumes will not give the equiva- 
lent of a 2-lb. cut. The first pro- 


cedure will yield a_ solution 
containing 1.11-lbs. in a gallon, the 
second one with 1.43-lbs. as com- 
pared with 1.67-lbs. or the true 
2-lb. cut. 


Prefer Pounds Per Gallon 


It is the writer’s thought that 
a far better view of the solid con- 
tent of finishing materials could 
be obtained if total solids were 
always expressed in terms of so 
many pounds or ounces in a gallon 
as purchased. This is particu- 
larly true since varnish, shellac 
and lacquer are almost invariably 
bought by the gallon and reduced 
and used by the gallon. Conse- 
quently, the suggested method will 
avoid, for finishing foremen and 
purchasing executives alike, the 
pitfalls in calculation discussed in 
this article. 


Selecting the Spray Gun 


With the many excellent spray 
guns on the market today, it is 
not such an easy task to select 
the type of spray gun one really 
ought to buy and use. Representa- 
tives of almost every manufacturer 
of spray guns can point to several 
large companies which, after mak- 
ing exhaustive tests, have selected 
their particular guns on which to 
standardize. One type of gun 
loses out in one plant but comes 
back strong in an identical plant 
next door, figuratively speaking. 
Evidently no one gun has yet been 
invented that will suit everybody. 

The things that I believe should 
be looked for in any gun desired 
for satisfactory industrial service 
are: 

1—A uniform spray; no split- 
ting, no dry spots, no dark center, 








and as little mist or overspray as 
possible. 

2—Parts that are interchange- 
able, making them easy to procure 
and inexpensive to stock. 

3—To have complete control of 
air and liquid so that both can be 
regulated with ease. 

4—Easy to clean, which is to 
have comparatively few parts in 
contact with the liquid, and have 
them accessible. 

5—Does not clog readily. 

6—To be as simple, mechani- 
cally, as possible. 

7—To have balance and proper 
grip, so as not to tire the hand. 

8—To be rugged so as to “hold 
up.” 

9—To have nozzles that can be 
readily and accurately adjusted. 

Most of the guns now made are 
designed for low or moderate air 
pressure. The advantages of a 
low pressure at the spray nozzle 
I believe are evident and some of 
these advantages are as follows: 
Greater covering capacity. 

Less fumes, mist, overspray or drift. 
Better flow. 

Lower operating cost. 

No removal of volatile content. 
Better adhesion. 

All of these points should be 
considered in making the proper 
selection and, after weighing them 
all pro and con, taking price into 
consideration, it is up to the buyer 
to make his choice.—M.M.M. 


Hercules Promotes Use of 
Cellulose Products 


The Hercules Powder Co., Wilming- 
ton, Del., has instituted an advertis- 
ing and sales promotion campaign to 
develop new uses for lacquer and 
other nitrocellulose products. Al- 
though not a manufacturer of lac- 
quer, the Hercules Company produces 
nitrocellulose, the basic ingredient of 
pyroxylin products and celluloid. The 
general business and industrial fields 
for the use of lacquer, outside its 
use as an automobile finish, are to 
be developed. 
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“Pride in our product demands a quality 
Pp q 


COR « os 


tools must be smooth and well ap- 


pearing when they leave the plant.” 
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How LeBlond Machine Tools 


Are Finished 


By 
F. F. FETTER 


Foreman Finisher of The R. K. LeBlond Machine 
Tool Co., Cincinnati, describes the finishing proc- 


ess for machine tools—the sandblasting, smooth- 
ing, air cleaning, sealing, priming, putty glazing, 
sanding, filling, (before machining) touching up 
and final finishing (after assembly) 


HE MACHINE tool industry 

covers the globe. Products 
made with machine tools reach out 
to the far corners of the earth, 
sail the seven seas and are used 
daily by all of us in our homes and 
offices. Truly they are the tools 
of industry. A machine tool, un- 
like many small tools, is not pur- 
chased each year or two, but must 
give years of satisfactory service. 
It naturally follows that the finish 
on these tools must be durable and 
permanently but conservatively 
attractive. 
All castings are finished up to 


as far as the final coat before ma- 
chining. This is done for reasons 
of economy. Oil and _ grease, 
spilled on the casting while it is 
being machined, can be easily and 
quickly removed from the finished 
surface, but it would be difficult to 
remove after it had penetrated the 
raw metal surface. If castings 
were machined before being fin- 
ished, all bored bearing openings 
and milled surface areas would re- 
quire masking before the finish 
could be applied. By finishing 
them first, the labor and masking 
material are saved. 
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So many different shapes and 
sizes of castings enter into the 
make up of the various machine 
tools that it would be impossible 
to select one definite example for 
description without omitting some 
important details regarding the 
finishing of others. Therefore I 
shall endeavor to treat them in 
classes of castings rather than as 
individual units. 

Of course, all castings are sand- 
blasted inside and outside in the 
foundry. Our first operation in the 
finishing department consists of 
smoothing the surfaces. This we 
do with portable power grinding 
wheels. Fairly large flat areas 
are given special attention both 
in inspection and in leveling. An 
abrasive wheel 8-in. in diameter 
is used for this purpose, grinding 
with the 8-in. diameter surface of 
the wheel. We try to get all flat 
surfaces as level as possible be- 
cause, in spraying two heavy coats 
of pyroxylin filler, an uneven sur- 
face would cause serious checking 
in the filler coats in the low 
places. Following the grinding 
operation, the castings are blown 
clean inside and outside. 

I am placing considerable em- 
phasis on cleaning 
the insides of cast- 
ings. This applies 
only to those cast- 
ings containing oil 
pockets in which 
gears operate; for 
instance, lathe heads 
and aprons. Such 
castings are given a 
spray coat of red 
lacquer sealer over 
the entire inner sur- 
face to seal the pores 
of the metal. This 
prevents any parti- 
cles of sand or grit 





which the gears operate when the 
machine is in service. 

Now let us consider the finishing 
process on the class of castings 
having large flat surfaces, such as 
beds, covers, etc., as a basis. 
Following the cleaning after 
smoothing (grinding), castings are 
given a spray coat of lacquer 
primer which of course dries in a 
short time. Then, using a flexible 
knife, pyroxylin putty is glazed 
over any rough places and worked 
into any sand holes that may be 
in the surface. When the putty 
has dried (time will vary with the 
amount of putty applied) the 
glazed areas are lightly sanded 
with No. 2/0 sandpaper. 

The casting, after being blown 
clean, is ready for the pyroxylin 
filler coat which is applied over all 
flat surfaces by the spray gun. 
We use 50-lb. pressure on the air- 
line gauge, and 20-lb. pressure at 
the tank to force this heavy filler 
material through the gun, which 
is opened up to the full spray. A 
heavy double coat (spraying in 
both directions) is “flowed” on the 
surface and allowed to dry for 
two hours. Then a second double 
filler coat is “flowed” on, and the 
casting is allowed to 
dry overnight. 

Four to five hours 
would be sufficient 
drying time, but 
under ordinary cir- 
cumstances the over- 
night drying period 
works out better ac- 
cording to our pro- 
duction schedule. Of 
course, on extremely 
large castings, only 
one side can be 
sprayed at a time; 
these castings are 
generally filled in the 


from working out in- The first operation—smoothing afternoon and _  al- 
to the lubricant in 








the casting with a portable 
grinder 


lowed to dry over- 
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night. In the morning they are 


turned and filled on the other side. 

When the filler coat is thor- 
oughly dry, a spray coat of lac- 
quer sealer is applied to prevent 
oil and grease (used in machining) 
from penetrating the lacquer filler. 












Five milling-machine  col- 
umns. The two in foreground 


have had their surfaces filled by knifing-in process; the other 
three have just been primed. 


The casting is then taken to the 
machine department to be ma- 
chined and assembled. 

Of course, on castings that are 
round or which have an abun- 
dance of curved surfaces—such as 
lathe heads, aprons, carriages and 
tailstocks—it is impossible to flow 
the filler on with a spray gun. 
These castings go through the 
same finishing operations as our 
“basis process,” described in pre- 
ceding paragraphs, except for this 
difference: the filler coats are 
knifed on. 

I find that an acceptable finish 
may be put on handwheels by 
taking the wheels just as they 
come from the sandblast and 
spraying on two coats of pyroxylin 
filler, allowing each coat 30 min- 
utes to dry and following up with 
a spray coat of lacquer sealer. 








Handwheels are then ready to be 
machined. On a job of 200 
wheels, this method saves about 
15 hours over the “brush-filler, 
sanding method” formerly used. 

Gears that are to be completely 
machined go directly to the ma- 
chine department, but gears that 
are to be only face machined and 
bored are given a spray coat of 
red lacquer sealer to seal the 
pores of the metal, thus prevent- 
ing any grit from 
working loose in 
the ultimate 
operation of the 
machine. 

After assem- 
bly, the surfaces 
of a machine 
tool are washed 
off with naphtha, 
lightly sanded 
with No. 2/0 
sandpaper, 
cleaned and in- 
spected. Any 
scratches or 
rough places, 
made during the machining or as- 
sembling operations, are putty 
glazed, lightly sanded and touched 
up with lacquer sealer. The tool 
is now ready for the final enamel 
coat. In some cases this coat is 
applied by spraying; in others by 


brushing. 
A machine tool having several 
polished metal parts, milled 


handles, etc., can be coated after 
assembly more economically by 
hand brushing than by spraying, 
because the greasing or masking 
of all polished and milled surfaces, 
and the subsequent cleaning, are 
eliminated. But take grinders for 
instance; these are finish coated 
in the spray booth to good advan- 
tage. The final enamel coat is 
allowed to dry about four hours, 
after which the tool is ready to be 
crated for shipment. 
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With the finishing YR 
room at the head of # 
our production lines, 
it becomes the pace 
setter. Here’s how 
we set the pace last 
year: eleven men 
kept 650 machine and H 
vice hands busy pro- } 
ducing 1,500 tons of 
finished machine 
tools. Formerly 44 
men were employed 
in the paint depart- 
ment when hand 
methods were used 
to produce the same 


» Me! 


At the spray booth where two spray operators can work 





i e@ at the same time. One man is shown spraying a casting 
tonnage during ey suspended from an electric hoist mounted on the I-beam 
same length of time. arm of a small crane. 





How I Use Crystal Lacquers 


By 
F. MANNHARDT 


Foreman finisher explains in detail the applica- 
tion ‘of color and clear crystal lacquers, the 


placing and treatment of decorative effects and 
the baking of the finish—with supplementary 
suggestions about straining material, lacquer con- 
sistency, spray pressure and oven heat. 


RYSTAL LACQUER is coming 
into extensive use as a dec- 
orative finish for radios, house- 
hold appliances, office machines, 
metal caskets and many other 
articles made of metal, wood or 
composition material. While a 
good grade of crystal lacquer is 
practically foolproof in the hands 
of an experienced finisher, I have 
heard of some finishers having 
trouble with this material. 
Consider for instance, a black 
crystal, one-coat finish: After the 
surfaces to be finished have been 


cleaned thoroughly of grease and 
dirt, I spray on a clear lacquer 
at a pressure of 50 to 60-lbs. 
(In my experience, dip or brush 
applications of crystal finish are 
not satisfactory.) Since the lac- 
quer is comparatively heavy, a 
moderately high air pressure is 
essential for proper atomization. 
I always strain crystal enamel, 
even though it comes from a new 
can that has just been opened, 
as sometimes the lacquer coagu- 
lates in the can. Before straining, 
if there is a possibility that the 
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material is chilled, it is well to 
warm it to about 74°F. 


Oven Heat; Precautions 


The bake oven should be in 
proper condition to receive the 
freshly coated articles before 
spraying begins. To kill off the 
oxygen in the oven, close the 
dampers and door and turn on the 
heat until the oven is warmed; 
then the door can be left open 
about 2 or 3-in., if precautions 
are taken so that no draft can 
enter. Maintain an oven tempera- 
ture of between 125° F. and 140° 
F. Place the articles in the oven 
as soon as they are sprayed. The 
finish should crystallize in 15 to 
30 minutes, after which it is cus- 
tomary to open the drafts of the 
oven and bake the finish until 
it is dry. 

An important factor in the 
crystallizing process is to secure 
an even distribution of heat in 
the oven; otherwise the finish will 
not crystallize uniformly. A draft 
striking the freshly sprayed 
articles will usually ruin the 
crystallizing process, therefore, 
it is advisable to keep all doors 
and windows closed and allow 
no one to enter the finishing room 
before the oven doors are closed 
on the last piece. 


Two-Coat and Color Jobs 

For a two-coat crystal lacquer 
finish, the procedure is the same 
as for single-coat jobs—with the 
exception of spraying on a ground 
coat of plain black baking enamel 
and baking it before applying the 
crystal lacquer. I have found 
that this method will give more 
certain results, as the first coater 
is really a primer and tends to 
eliminate dull spots due to the 
porosity, roughness or pitted con- 
dition of the metal; otherwise the 
procedure is the same as for a 
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one-coat finish. Either black or 
clear crystal may be sprayed for 
the second coat, but the clear (so 
far as I have observed) has the 
greenish cast of varnish in it, 
while the black has not. 

For a colored crystal finish, a 
ground coat is applied first. For 
instance suppose an apple-green 
color is wanted. First, I spray 
on a coat of apple-green under- 
coater; then over this I spray 
clear crystal lacquer. Where dec- 
orations are to be applied—such 
as striping, lettering, decalco- 
mania—it is best to place them 
before the clear crystal coat is 
put on. 


Lacquer Consistency 


It has been my experience that 
the heavier the crystal lacquer 
is sprayed on, the larger the 
crystals will be, but it takes ex- 
perience with a particular crystal 
material in order to know when 
the maximum point is reached, or 
in other words how heavy the 
coating can be made without caus- 
ing runs or smudges. 

Some kinds of crystal lacquer 
can be thinned, but it is best to 
obtain complete information from 
the lacquer manufacturer—or per- 
haps have his service man demon- 
strate the material in your own 
plant before altering any crystal 
lacquer or enamel for other than 
the prescribed use. A word of 
advice here; don’t insult the serv- 
ice man’s intelligence by ignoring 
his recommendations or sugges- 
tions after you have asked him 
for help. 


Paasche’s New Detroit Address 


Paasche Airbrush Co., 1921 Diver- 
sey Pkwy., Chicago, announces that 
its Detroit branch is now located at 
8320 Woodward Ave. E. A. Johnson 
continues as Branch Manager, as- 
sisted by F. G. Case and C. F. Zim- 
merman. 
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Regardless of what 
your finishing prob- 
lem may be, the 
complete facilities 
of our Service Lab- 
oratory are con- 
stantly at your dis- 
posal without cost. 
Here scientific 
knowledge, brings 
about the most 
practical and eco- 
nomical solution. 
“The Acknowl- 
edged Standard 
Since 1884.” 





PYROXYLIN 





LACQUERS 





HEN you choose a lacquer today 
nothing should be taken for 
granted. 


To develop in lacquer the highest de- 
gree of quality and uniformity requires 
the strictest adherence to scientific 
standards. 


In our laboratories absolute controlatall 
times over basic raw materials and chem- 
ical processes—continuous research— 
constant experimental testing and check- 
ing, have made Zapon Pyroxylin 
Lacquers superior for every use. This 
explains why it is decidedly more eco- 
nomical and satisfactory to insist on 
Zapon. 


Upon the confidence of the buyer rests 
the reputation of Zapon steadily grow- 
ing through nearly a half century to 
undisputed leadership. 





THE 








ZAPON COMPANY 








STAMFORD, CONN. 
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Production Striping with 
Mechanical Striper 


By 
W. J. MISKELLA 


Consulting Engineer 
on finishes and fin- 
ishing problems calls 
attention to the me- 
chanical features of 
one type of striping 
tool, tells how to use 
it and explains about 
the preparation of 
striping colors 


eee DIFFERENT makes 
of striping tools have been 
developed and placed in success- 
ful service in industry within the 
past two years. These labor- 
saving tools are being adopted 
extensively for the work formerly 
done by skillful stripers working 
with a hand brush. An inexperi- 
enced workman can learn how to 
use a striping tool within a com- 
paratively short time and, once he 
learns the “knack of using it,” he 
can do more work than the hand- 
brush expert, and his work will be 
clean, neat, accurate and uniform. 

The success of the mechanical 
striping tool illustrated in this 
article was not reached without 
the development of many related 
and interesting features connected 
with striping operations. For ex- 
ample, interchangeable nibs to 
provide stripes of various widths, 
a revolving turret head with auto- 
matic stops by means of which the 
position of the striping pen may 
be set at any angle and pulled to- 








ward the operator, pushed to the 
left or to the right and even back- 
ward. 


Guide and Material Cup 

The revolving wheel guide pro- 
vides a means for uniformly strip- 
ing a curve or round surface, since 
the wheel guide not only helps to 
hold the tool as it is moved along 
in the act of making the stripe, 
but it also aids in maintaining a 
uniform distance between the 
striper and the surface that is be- 
ing worked on. 

The swivel adjustable guide, 
with its self-aligning point, serves 
to hold the striper in the proper 
position as it is moved along a 
moulding or some other stationary 
guide—the edge of the piece that 
is being striped, for example. 

A slanting swivel cup containing 
the material may be swung out of 
place in the event a difficult corner 
is encountered where the material 
cup might interfere. The tool is 
held in position after the flow of 
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FINISHING VARNISHES 
INSULATING VARNISHES 
.. BAKING ENAMELS .. 
PROTECTIVE COATINGS 
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the striping medium has been 
once established by the simple test 
of letting a number of drops flow 
from the pen part at a certain rate 
per minute with the adjustment 
open full. As soon as this has 
been done there is no further diffi- 
culty with the operation of the 
tool so long as the cup provided 
for the purpose is kept supplied 
with striping material. 


Color Mixing for Striping 


Proper mixing of the color is 
essential for continuous and un- 
interrupted striping. The color 
must be mixed into a free flowing 
consistency and it must be mixed, 
not in the container on the tool 
itself, but in a separate container. 
It is exceedingly important to have 
the consistency of the material 





A precision tool for —_— stripes accur- 
ately and rapidly 


just right; once this is accom- 
plished there is no further trouble. 
It is not even necessary to have 
previous striping experience, 
except for speed in doing the 


work, and that may be readily 
acquired. 

When it is desired to make a 
wide stripe, a thicker consistency 
of color material must be used. 





On the other hand, when one de- 
sires to make narrow stripes, he 
must use a thin color mix. Since 
the material released from this 
tool is not forced out by com- 
pressed air, a stoppage of the flow 
sometimes occurs due to the solid- 
ification of lacquer, or any other 
quick-drying material, at the end 
of the tube inside the nib. The 
way to overcome this trouble is 
to remove the material tube from 
the cup and blow through it. 
Indeed, there is another little blow- 
ing trick, that may be used in 
starting the operation of the 
striper the first few times in order 
to get it flowing freely. That is 
to blow with the mouth through 
the little vent hole in the cover of 
the material cup. 


Troubles to Look Out For 


There are certain troubles that 
an operator may experience, but 
these can be easily overcome once 
he recognizes them. These 
troubles are classified into two 
main groups—the skipping of a 
line, and flooding or sagging of the 
material. 

Skipping is caused by several 
things. The color may be improp- 
erly mixed, or it may be too heavy. 
Then perhaps there is not suffi- 
cient stroke of the finger lever due 
to having the adjustment cut down 
too fine. Proper regulation of the 
sleeve governing this feature will 
quickly overcome such difficulty. 

The hardening or congealing of 
the color contained in the nibs has 
already been mentioned and comes 
under the classification of “skip- 
ping.” There may be a stuck or 
loose needle which, once it is 
discovered, may be corrected by 
tightening the proper parts. 

Flooding or sagging can be 
caused by color material that is 
too thin, or by too long a stroke 
of the finger lever which would 
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allow too much opening of the 
needle valve. Lastly, there is the 
important adjustment of the open- 
ing of the striping nibs. 


Suggestions for Operator 
Any operator who has had any 
drafting-room experience will ap- 
preciate the operation of this de- 
vice. It is very similar to a draft- 
ing pen except that it is equip- 


ped with a fountain material 
supply device for continuous 
operation. 


It is well for the operator to 
know exactly the function of each 
and every part in the device, and 
once this is understood there 
should be no cause for wonder as 
to why this or that happens, or 
why it does not happen. An ex- 
ample of the saving in time in 
comparison to brush work is re- 
vealed in the fact that one oper- 
ator who was able to stripe a toy 
wagon wheel by hand in 90 sec- 
onds was able to use the mechan- 
ical striper and accomplish the 
same job in three seconds. 

One of the interesting acces- 
sories used in connection with this 
striper is the so-called back-off 
nib. This. is hollowed out at the 
end and acts as a start on an auto- 
mobile moulding where a wide 
stripe is desired. In other words, 
the edges of the wide stripe are 
done with the back-off nib and the 
rest is filled in with a brush. 
Another accessory is the pressure 
cup for “upside down” striping, 
as on the ceiling, or any place 
difficult to reach in the ordinary 
way. 


The tool is cleaned by flowing 


thinner through it after the color 
in the container has been removed. 
Sometimes it is desirable to have 
a small stiff brush available for 
quickly cleaning the nibs from any 
accumulation of color which may 
have hardened. 





Cause and Prevention of 
Lacquer Bridging 

In the ordinary lacquer finish, 
various defects are liable to occur 
which will mar the appearance of 
the finished surface. Usually these 
are caused more by incorrect 
methods of application than be- 
cause of any fault in the finishing 
material. One of these troubles 
is commonly called “bridging,” 
wherein excess finishing materia! 
remains in the angles, recesses 
and corners of the article, causing 
localized thickness which produces 
an uneven pull or strain during 
drying, eventually causing the fin- 
ish to crack. 

To prevent this, see that all ac- 
cumulations of filler are removed 
from such places and allow more 
filler drying time for irregular sur- 
faces than for flat surfaces. 

When spraying such uneven 
surfaces with lacquer, incline the 
spray gun upwards at an angle of 
45°. This will cause the air to be 
driven upwards and out of the 
angles and recesses, with the re- 
sult that no air is trapped by the 
quickdrying lacquer.—wW. E. 
Warner. 


Nichols’ Pacific Coast Branch 


Moves 
The Nichols Products Corp, 12953 
Greeley Ave., Detroit, Mich., an- 


nounces that the Pacific Coast branch 
of this company has moved to 311 
Lewis Building, Portland, Ore. Mr 
E. G. Drew is in charge of the Pacific 
Coast office. 


Paasche Establishes Export 
Department 


The Paasche Airbrush Co., 19°1 
Diversey Pkwy., Chicago, states that 
its export business has grown s0 
rapidly that it has become necessary 
to establish an export office, which is 
located at 11 West 42nd St., New 
York City, with Mr. W. L. Urquhart 
as Export Sales Manager. 
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Buying 


By 
L. H. CASS 


en Finishes 


The author tells what points to check when buying 
finishing materials for airplanes, because he “‘be- 


lieves that an educational campaign, devoted to 
the question of quality in aircraft finishes, would 
be of interest and value” 


ECENTLY I overheard a con- 

versation between the pur- 
chasing agent of a commercial air- 
craft manufacturer and a salesman 
of dopes, lacquers, varnishes, etc., 
in the former’s office. Apparently 
the salesman’s prices were higher 
than those being paid by the 
manufacturer. The salesman sug- 
gested that a comparative test of 
his goods be made against his 
competitors, as it might be found 
that his goods were cheaper in 
the long run on account of greater 
durability on exposure. 

The purchasing agent’s answer 
was that as long as the finish 
lasted until the plane was sold he 
was satisfied. His point was that 
they were selling their ships at a 
low price and that the buyer could 
not expect much of the finish. 
Undoubtedly he carried this policy 
into his purchases of other raw 
materials. It is significant that 
this company is now in the hands 
of its creditors with little pros- 
pect of resuming operations. 

The point is that the difference 
in cost per plane between the best 
dopes, lacquers, varnishes, 
enamels, etc., and the cheapest 
ones could have been only a few 
dollars, whereas the difference in 
service would be many months 
and might have spelled the dif- 
ference between a _ disgruntled 
knocker and an_ enthusiastic 
booster. If the finish went to 
pieces in two or three months the 


buyer would naturally expect the 
manufacturer to recover and re- 
finish the plane, at a cost running 
somewhere into three figures. If 
the manufacturer refused, he 
would certainly lose any chance 
of a resale and would send the 
buyer away in a bitter frame of 
mind toward his product. 

Finishing materials can be com- 
pared to clothes. A man can buy 
a suit for anything he wants to 
pay, but he does not expect the 
same service from a $25 suit, that 
he does from one costing $75. In 
either case, one gets about what 
he pays for. There are so many 
manufacturers of finishing ma- 
terials that there is little danger 
of paying too high a price for 
them, but there is great danger of 
getting second or third rate goods 
if the price is too low. 


What to Check in Dopes 


Drytne Time: Must not be too 
fast, as excessively quick-drying 


indicates correspondingly rapid 
deterioration. 
TAUTENING ABILITY: Must not 


tauten too fast or too tight, as it 
is liable to break the fiber of the 
fabric. 

BRITTLENESS: A properly made 
dope should stand a good exposure 
test without cracking under thumb 
pressure. 

ApHESION: Should penetrate the 
fabric and not form a superficial 
film which can be easily peeled off. 
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Fruiting: Should build up a sat- 
isfactory surface on the fabric in 
a reasonable number of coats. 


What to Check in Varnishes 


Drying: Must not dry too fast, 
as it will lose its elasticity with 
equal rapidity; 18 to 24 hours is 
about right. 

Tovenness: Should stand a 
bending test without cracking. 

DurRaBILity: Must adequately 
protect both wood and metal 
under continued exposure to the 
elements. 

Bopy on THE WorK: A maximum 
of three coats should give a satis- 
factory film for any purpose. 


In Dope Proof Paint 


Dryine: Should dry sufficiently 
hard in four hours to withstand 
the solvent action of dope. 

Firm: One coat should be suffi- 
cient. 


In Metal Primers 


ApHESION: Must stand a severe 
bending test without cracking, 
both with and without finishing 
coats. 

Bonp: Must provide a suitable 
foundation for succeeding coats. 

Sotvent ResIsTANce: Must not 
cut up under lacquer after drying 
18 to 24 hours. 

Dryinc Time: Quick-drying 
primers should be avoided, as they 
lack adhesion and flexibility. 

DuraBitity: One full-body coat 
must prevent corrosion when ex- 
posed to the weather. Take no 
chances on a cheap primer, as a 
good one is the secret of a durable 
finish on metal. 


In Interior Tube Coating 

Frow1ne: Must be sufficiently 
thin in body to flow freely and 
still leave an adequate protective 
film on the work. 





CorrROSION RESISTANCE: Must be 
a good rust preventive. 


In Aircraft Enamels (Oil Base) 


Hipine: Two coats should be 
sufficient over red oxide primer. 
Covertne: One gallon should 
cover at least 500-sq. ft., one coat. 
Evasticity: Must stand a good 
bending test when applied over a 


recommended primer, without 
cracking. 
DuRABILITY: Must endure a 


severe exposure test. 

Cotors: Must be non-fading. 

Note: I do not recommend lac- 
quers for aircraft work, except 
possibly on metal where speed is 
essential, as I believe they do not 
stand vibration as well as oil 
enamels. 


In Lacquer Enamels 


Hipine: Two double _ coats 
should be sufficient. 

Coverinc: One gallon reduced 
to spraying consistency should 
cover at least 125-sq.ft. in one 
double coat. 

Coton: Must be fast. 

DURABILITY: Should be deter- 
mined by extended exposure tests. 

Tests should all be conducted 
on a competitive basis. The plane 
manufacturer should select a list 
of established manufacturers of 
finishing materials and follow 
their recommendations in building 
up the finish. Panel tests are 
good, but the best method is to 
finish several planes with each 
system and keep them under ob- 
servation, as an actual service test 
of this kind tells the real story. 

The manufacture of commercial 
aircraft is becoming highly com- 
petitive and naturally each sales 
department is anxious to turn out 
as attractive looking ships as 
possible. Durability, however, 
should never be sacrificed for ap- 
pearance. It is a lot easier to ex- 
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plain to the prospect why your 
ship has a less showy original 
appearance than your competitors’ 
—easier than it is to explain to 
him why the finish has gone to 
pieces after short service. An air- 
plane is an expensive article and 
the best is none too good in pro- 
tecting it from the elements. 
Lapping in Spraying 
The amount of material used by 
different sprayers in coating the 
same article is too often a vari- 
able quantity. If tables were be- 
ing coated, for instance, one man 
may use \% pint of material, and 
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another man *% pint or even %& 
pint. This is often due to the way 
in which the men were taught 
their business. There was no 
standardization, no deciding of 
the correct way to perform the 
operation. 

Take the matter of the lapping 
of the spray; One man can spray 
as shown in Fig. 1, coating A with 
a forward motion and B with the 
backward motion. This may work 
out well for the cheaper work, or 
where material other than lac- 
quer is being used so that a full 
heavy coat can be applied with- 
out impairing the finish. 





A method decided upon in a 
factory manufacturing tables, is 
shown in Fig. 2, where the opera- 
tor coats A with both forward and 
backward motion, lapping B a 
half spray over A, and also coat- 
ing this and all other sprays with 
both the forward and backward 
strokes. 

Of course, such matters as pres- 
sure, type of gun, opening of 
nozzle, consistency of material, 
etc., had to be decided upon be- 
fore the above plan could be 
worked out. However, once the 
process is standardized, the exact 
amount of finish desired is given 
and the amount of material used 
by the various men does not dif- 
fer by more than 10% to 20%, 
which in the case of hundreds of 
articles coated per day can pre- 
sent a worthwhile saving over the 
previous variations of 50% to 
100%.—M. M. Miller. 


Detroit Graphite Co., Now Part 
of the Valspar Corp. 


The Valspar Corp., 386 Fourth Ave., 
New York City, announces that it has 
merged the Detroit Graphite Co., 
Detroit, Mich., and the Dominion 
Paint Works, Ltd., of Walkerville, 
Ont., as a part of this corporation, 
According to the announcement, there 
will be no change in management or 
loss of identity, good will or future 
individual growth of these units. 


New Lacquer Protects 
Ignition Wires 

Chemists at the laboratories of the 
E. I. DuPont de Nemours & Co., Inc., 
Wilmington, Del., working in cooper- 
ation with the technical staff of the 
Packard Electric Co., have developed 
a lacquer which, it is claimed, when 
applied to ignition cables of auto- 
mobiles increases the general effici- 
ency of the car 10% and more. This 
especially compounded lacquer is 


used for finishing the cotton braid 
surrounding the rubber covering of 
ignition cables. It is flexible at tem- 
peratures as low as zero and as high 
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Murphy : 


No. 22 


Flat Varnish 


gor™ 


\x 4° 
1x doesnt 


« flash 


ast Streak / 


h ighlighs / 


A new flat varnish that behaves 


just the way a flat varnish should 


ERE you have, all rolled into 
one material, every essential of 
flat varnish: 
1—Uniform Flatness 
2—Non-Flashing (glossy streaks) 
3—Transparency (non-clouding of 
wood grain) 
t—Not pigmented (no settling) 
5—Good Building 
6—Fast Hard-Dry 
These important characteristics you 
will find developed to the highest 
degree of perfection in Murphy Flat 
Varnish No. 22. 
Even in the poorest drying weather, 
work can be handled in a few hours 


MURPHY FLAT 


Murphy Flat Varnish No. 23 
Flat Varnish No. 23 possesses all the 
qualities of uniformity and clarity 
of No. 22, but dries to a soft sheen. 
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and a “rock hard” dry overnight is 
assured. 

You get a distinctive flatness that 
is finer than a real water and pum- 
ice rub, because of the absence of the 
cloudiness produced by the thou- 
sands of tiny scratches in rubbing. 

For speed in application and ship- 
ment and for fine quality of finish, 
you owe it to yourself to try out 
Murphy Flat Varnish No. 22 immedi- 
ately. If you want further informa- 
tion or a demonstration, write us. 


MURPHY VARNISH COMPANY 
Newark San Francisco Chicago 


Essex Varnish Company, Newark 
(Associate Company ) Baking Material Specialists 


VARNISH No. 22 


Murphy Flat Varnish No. 24 


Flat Varnish No. 24 dries to a high 
semi-gloss but otherwise shares the 
characteristics of No. 22 and No. 23. 
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What You Ought to Know 


About Colors 


By 
F. S. ARAKI 


A preliminary discussion of color, what causes 
it, why and how to see it, what mixtures produce 


tints, shades, tones and hues, what colors harmo- 
nize and which ones produce suitable contrasts 


O DISCUSS color from all its 

angles is beyond the scope 
of this article. Here I have in 
mind taking up only what is the 
most important and immediately 
useful to us, so that we may learn 
more about it later on. We are 
chiefly interested in color of pig- 
ments, its practical applications 
and psychological effects. 


Depend upon Light 

Color, like the shadow, cannot 
exist without light. Ordinary 
light, which is of white color, is 
composed of electromagnetic 
waves of various wave lengths. 
When this light strikes bodies a 
certain portion of it is absorbed, 
but the remainder is reflected 
back and produces in our sense 
organs the effect of color. Some 
substances have a quality of 
absorbing all the waves, or very 
nearly so, and the result is a black. 

If all white light is scattered 
back without losing much of its 
strength by reflecting and refract- 
ing, we have a white. Other 
bodies have a property of trans- 
mitting all the light waves but 
cannot absorb or reflect them in 
any way. They are transparent. 
On the other hand, there are many 
other substances that partially 
transmit the light waves, at the 
same time reflecting and absorb- 
ing a certain part of light. In 


such cases we have translucent 
colored bodies. 

Highly polished surfaces, 
whether colored or transparent, 
when viewed at a certain angle 
reflect all the incident waves, 
therefore they appear as white. 
Wherever the light strikes very 
strong and reflects back com- 
pletely without being broken 
down, as in cases of prominent 
parts on any surface, we have 
streaks or spots called “high- 
lights.” It is evident from this 
that light waves exist but colors 
do not. We have colors only 
when the waves reflect and enter 
our sense organs, therefore colors 
are sensations in our mind caused 
by electro magnetic waves, and 
altogether subjective to the condi- 
tion of light and organs. 


Principal Colors Available 


In the absence of light waves 
all things are black. For example, 
the inside of a watermelon, before 
it is cut, is black; so is our blood 
in the body. 

Theoretically there are three 
primary colors—red, yellow and 
blue—from which all other colors 
can be produced by combining 
them in different proportions. In 
practice, however, this is not the 
case, although we are able to ob- 
tain approximate results. The 
reason for this is we have not 
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The Super-Sealer 


? “Marries” the Wood Lacquer 
uce 


=e Former gum and shellac solutions 
asts used as wood sealers failed for two 
reasons. They shrank excessively 
into the wood. They did not form a 
ent ° ° ° 
sufficient union with the wood lac- 
quer grades applied thereover. The 





uses 












oe newly-perfected Zellac Super Wood- 
gle Sealer reduces suction and shrinkage 
yes, to a negligible factor. Moreover, the 
ite. Super Wood-Sealer makes a perfect 
ery bond with any wood lacquer because 

—_ of the affinity between lacquers of a 

= common nitrocellulose nature. Zellac 

en Super Wood-Sealer unites with both 

gh. the wood and the wood lacquer, form- 

his ing a finish of utmost adhesiveness, 
ors flexibility and durability, and elimi- 
nly nating checking and bridging. In 
ter addition, you have the finest finish 
ors with the least number of coats and 
ved the greatest economy. The new 
= super-sealer represents the utmost in 





building, covering and even-sanding 
properties. You can guess in round 
figures what this will mean to you in 
greater finishing quality and more 
enduring beauty of finish—that is, in 
the salability of your wood products. 
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od Full particulars on request. 

| ZELLER LACQUER MFG. CO., INC. 
or 20 East 49th Street New York City 
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true spectrum colors available. 
A combination of two primary 
colors results in a secondary 
color; thus red and yellow make 
an orange; red blue a violet; blue 
and yellow a green. Red, blue 
and yellow of the primary class, 
and orange, green and violet of 
the secondary class are known as 
six principal or simpie colors, 
and they constitute the entire 
gamut or chromatic scale. By 
adding indigo to the colors just 
named we have seven principal 
colors of spectrum. Indigo is not 
so readily distinguishable from 
violet or blue by average persons. 
The tertiary colors are made by 
combinations of two secondary 
colors or mixtures of four pri- 
maries, and they are generally 
classified as the grays. 


Warm, Cold and Strong Colors 


Red is sometimes called as the 
middle color because it is in mid- 
way between the white and black. 
Yellow is nearer to white than any 
other color and, under the arti- 
ficial light, it is often mistaken 
for a white. Blue is the nearest 
to black, and a dark blue is almost 
a black. 

Red and yellow are warm colors 
from association with the color of 
fire, while blue is a cold color 
from association with the color 
of water or sky. So a warm color 
is one having a predominant value 
of red or yellow, while a cold color 
is one that has an excess of blue. 
When a color is made warm or 
cold by adding a necessary 
amount of red, yellow or blue, 
it does not change in color but 
only in hue. For instance, green 


is a mixture of blue and yellow. 
By adding more yellow we have 
a cheerful warm green, but if we 
add more blue there is a cold 
bluish green. They are all greens 
of differing hues. 
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Any pure determinate color that 
does not contain white, black or 
gray is called a postive or satu- 
rated color. By strong color is 
meant one that is high in the 
chromatic scale. Red is the 
highest with a wave length of 
about .723 mu*, followed by 
orange, yellow, green, blue, indigo 
and violet, which is of about .307 
mu successively. A color can be 
changed in tone by adding a 
lighter or darker color. The 
lighter tones are tints and the 
darker tones are shades. 


Color’s Influence and Use 

Most people generally prefer the 
determinate colors which are at 
once simple and clear. It has 
been argued by some scientists 
that the age, sex, nationality, etc. 
of people, have marked influences 
over the color taste, and that each 
class has a decided preference for 
certain color over others. Noth- 
ing has been proved conclusively 
thus far and such generalizations 
should be studied more carefully 
before being finally accepted. 

As to the question of the legi- 
bility or perspicuity of colors, we 
have very little information, and a 
chart or formula is impossible. 
After all, it all depends upon the 
background on which the colors 
are presented, as well as the colors 
of neighboring designs and, to 
large extent, the condition of light 
available. 

A strong contrast by the skill- 
ful use of complementary colors is 
recommended. It is claimed by 
some that green, red or blue on 
white is more visible at distance 
than black on white; and that 
black on orange is the strongest. 
I have not verified the statement 
so far, and have no comment to 





*Millimicrom or millionth part of 
a millimeter. Mu is the M in Greek 
alphabet. 
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Expect different results 
from a different remover 


If Lingerwett were made from the same materials, 
to the same formula, and by the same methods as 
other removers, you would expect about the same 
results. 

Don’t! Lingerwett is very different. The results 
are very different. If you have not found that out, 
you owe it to yourself to do so. It means money saved, 
to say nothing of a neater and very much easier job. 


The Wilson-Imperial Co., Newark, N. J. 


Li NGERWEITT 
REMOVERS= 


By all odds the quickest and 
easiest known way to remove 
paint, varnish, shellac, lacquer, 
and enamel from old surfaces. 
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make. In camouflaging or puzzle 
painting, where the main object 
is to render the form and size of 
a ship, building, gun, wagon, etc., 
obscure and indistinct, much of 
blue, gray and black, and some 
green and yellow were used. They 
blend remarkably well with the 
background of field, sky or water. 

We have but seven primary 
colors ... the variety is far too 
small to be satisfactory in pro- 
ducing painted articles which are 
expected to be not only attractive 
but esthetically pleasing and to 
create the desire for possession. 


Color Harmony; Contrasts 


Combinations of colors that har- 
monize well are used extensively. 
They are so arranged that the 
colors enhance one another in 
richness and charm. We call such 
a desirable effect “the harmony 
of colors.” It is generally held 
that complementary colors, and 
very nearly complementary colors, 
are harmonious when placed next 
to others; and in some cases they 
contrast also. Complementary 
colors are the opposite colors 
which are required to form a theo- 
retical white or a neutral gray. 
Thus complementary colors of a 
yellow are none other than a 
voilet, or blue and red; of a blue, 
red and yellow (or an orange); of 
a green, red; of a violet, a yellow, 
etc, etc. Now let us make plain 
the term, “contrast.” This is very 
important for we are enabled to 
produce harmony effectively by 
means of contrast. There are 
three kinds of contrast. 

i—Contrast of tone 

2—Contrast of hue 

3—Contrast of tone and hue 

We produce a contrast of tone 
by placing a tint and a shade of 
the same color next to each other. 

By combining two different 
colors of the same tone next to 





each other, we get a contrast of 
hue. 

Contrast of hue and tone is pro- 
duced by placing two opposite 
colors—one of them dark and 
another one light—side by side. 

Sometimes, when colors of dif.- 
ferent natures are brought to- 
gether, they seem to affect one 
another in such a way as to pro- 
duce a sort of optical illusion; 
their apparent colors seem some- 
what modified or changed. For 
instance, if a gray is surrounded 
by a red or blue, the gray will 
appear tinged with green or 
orange as the case may be. This 
effect is known as simultaneous 
contrast. 

It has been said that different 
colors play upon the mind in 
different ways and produce varied 
emotions. While this is true in 
many cases it must be understood 
that emotions so produced differ 
greatly in intensity and manner, 
according to the individual, as we 
associate colors with past experi- 
ences and recall incidents strongly 
impressed. On this basis— 

Red might suggest: fire, hot, 
heat, warm, blood, kindness, true, 


love, valor, irritation, anger, 
wrath, cruelty, sin, etc. 
Blue might indicate: water, 


ocean, summer time, sky, height, 
noble, loyalty, wisdom, cold, re- 
tiring, despondency, etc. 

Yellow might remind one of: 
gold, wealth, crop, harvest, 
autumn, hope, cheer, wisdom, 
optimism, quarantine, sickness, 
stale, yellow, old, cowardice, etc 


Green might recall: spring 
time, trees and grass, growth, 
life, hope, youth, inexperience, 
jeaiousy, etc. 

White might signify: light, 
purity, snow, innocence, happi- 


ness, light, etc. 
Black: darkness, evil, night, de- 
filement, mourning, desolation. 
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it of The first universal Multiplehead 
Airbrush—the only convertible 

spraying device and the most 
highly perfected. Covers the 
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Latest Stains and Fillers for 


Wood Finishing 


By 
R. J. FAIRBURN 


What some of the merits and possibilities of im- 
proved stains are, and how to successfully use 


them in connection with more economical and 
more rapid work schedules for high-quality finish- 


ANUFACTURERS of finish- 

ing materials for use on cabi- 
nets or furniture, have made rapid 
strides in making possible faster 
production schedules. First came 
lacquers that could be applied at 
the rate of one or two coats a 
day; then varnishes were made to 
dry more quickly and still retain 
their good qualities, and now 
several manufacturers are market- 
ing quicker-drying wood stains and 
paste wood fillers. 


Features of Modern Stains 


Attempts are being made to pro- 
duce stains that will have the 
clear permanent tones of water 
stains but which will not cause the 
wood fibers to swell. This swell- 
ing, familiar to all users of water 
stains, is caused by the wood 
fibers taking up moisture from the 
stain, thereby swelling and pro- 
ducing a rough, uneven surface. 
This makes necessary a sanding 
operation to smooth the surface 
again. Many finishers apply a thin 
coat of shellac to hold the fibers 
upright so they can be more easily 
cut off with the sandpaper. 

The object of these new stains, 
then, is to stain the wood without 
incurring these operations of shel- 
lacing and sanding. For the most 
part these new stains also dry to 
recoat in a few minutes time, as 





compared with the overnight dry 
required of former stains. 

Tests of a number of these new 
stains show that some of them ac- 
complish their purpose admirably. 
This is somewhat dependent, how- 
ever, on conditions in individual 
finishing rooms. While these 
stains work well for one finisher 
and actually enable him to shorten 
his schedule one or two days, con- 
ditions in other finishing rooms 
are such that the stains are not 
all that may be desired. If, there- 
fore, your experience is not en- 
tirely satisfactory, it is neither 
fair nor logical to condemn all 
such stains. Stain manufacturers 
are on the right path and eventu- 
ally I believe they will make 
stains that will be satisfactory for 
all ordinary conditions. 


Modern Paste Wood Fillers 


Paste wood filler is applied to 
open-grained wood—usually fol- 
lowing the staining operation—to 
fill the pores of the wood and 
prevent the wood from absorbing 
succeeding finishing coats. It is 
usually colored to approximate the 
shade of the finished piece so the 
filled pore will not be conspicuous. 

Most wood fillers contain silex, 
which is a form of silica or sand. 
The particles of silex are irregu- 
lar in shape with sharp edges that 
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NOW is the time 
to test and try our— 


-ho 
RUBBING 
VARNISH 


for you’ll wish you had 
when you get back in 
production 








This varnish dries dust free in 10 
to 15 minutes and can be recoated 
in two hours but it positively cannot 
be rubbed until next morning. 
You can maintain same production 
schedule as with lacquer at 50% 
less cost because this varnish has 
better body than lacquer . . . two 
coats being equal to three coats of 
lacquer. 
Spray one coat . . . follow in two 
hours with second . . . rub the next 
morning. Its hardness is unusual 
considering its elasticity and it 
positively will not print. 
We are also manufacturers of high 
grade lacquers but we particularly 
recommend this new varnish as some- 
thing very unusual and different 
. truly a sensational product. 
Send for sample or trial order today. 


Indianapolis Varnish Co, 


131-147 NORTH PINE ST. 


_ Indianapolis, indiana. 
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cause it to stick into the pores of 
the wood and prevent the filler 
being pulled from the pores. Most 
fillers also contain a linseed oil 
binder that, in itself, would dry 
very slowly. To accelerate the 
drying, a dryer, similiar to that 
used in paint, is added. 


Wiping the Filler 

Filler is usually applied with a 
brush and then permitted to 
“ripen” or “flatten” on the work. 
It is then forced into the pores of 
the wood with a burlap pad. A 
rotary motion is used to insure 
each pore being filled, after which 
the excess filler is wiped off across 
the grain. The surface is still not 
entirely clear of filler and it is 
necessary to further wipe it off— 
this time wiping with the grain 
—with a clean cloth. Extra vigor- 
ous wiping is not recommended, as 
to use too much pressure might 
pull the still wet filler from the 
pores. 

If the surface—that is, the 
space between the pores—is not 
wiped clean, the film of filler that 
remains will harden and have a 
murky appearance. On a finished 
piece this is known as “grayish 
cast.” 


Filler Drying 

The type of paste wood filler 
that has been in use for many 
years and which is still used in 
most finishing rooms, does not 
thoroughly harden or dry until 24 
to 48 hours after application. 
Some finishers take a chance and 
proceed with their finishing sched- 
ule, seemingly without difficulty, 
in much less time. This is not 
recommended by a majority of 
filler manufacturers, however, as a 
filler should be “bone dry” to in- 
sure a good finish. 

By adding more dryer and alter- 
ing the proportions of other 








ingredients, several filler manu- 
facturers have succeeded in pro- 
ducing paste wood fillers that dry 
hard in a half day or less, and 
these are equal in every way to 
the slower-drying fillers. While a 
few finishers have stated that 
these quick-drying fillers do not 
work satisfactorily for them, there 
are few places where these fillers 
will not work satisfactorily, if 
they are handled properly. 

Because they must be “bone 
dry” in three or four hours, these 
fillers “ripen” or “flatten” much 
more rapidly than the slow-drying 
fillers. This means, the filler must 
be wiped off within 15 or 20 
minutes, after application. The 
wiping operation is not to be 
started in this time but is to be 
finished in this 15 or 20 minute 
period. Otherwise the filler will 
“set” and can not be wiped off 
clean—leaving a grayish cast on 
the work. 

Regardless of the area of the 
surface being filled, a good job may 
be had if filler is applied to only 
as much surface as can be wiped 
off in time. It is not necessary to 
apply filler to the whole piece be 
fore wiping off. In shops where 
one man applies filler and others 
do the wiping, this system may 
still be followed by increasing the 
number of men on the wiping 
operation. 


Success Attained 
Using these _ quicker-drying 
stains and fillers requires a little 
care until the knack of handling 
them has been acquired. This 
was true of lacquers when they 
made their first appearance. It 
has been true of every other new 
development. If we have not ac 
quired the knack, we should not 
be hasty to condemn the materials, 
as they really do work advantage- 

ously for many finishers. 
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Our free trial offer 
affords the oppor- 
tunity to test it 
thoroughly before 
buying ..... Ask 
us about it. 


7am 


TILLE’S Spee-D-Dry Wood Filler consumption 
S has reached huge proportions because of its 

satisfactory working qualities, and if you 
haven’t given it a trial — are not enjoying its many 
advantages —we urge you to investigate NOW. Our 
free trial offer makes it possible for you to give this 
material a thorough test in your own plant under 
your particular working conditions. 

There is positively no tendency to bleed up through 
the finish, with a filler prepared such as Stille’s Spee- 
D-Dry. It can be prepared in any depth of tone to 
arrive at exact color finishing on any open grain wood. 
Wipes easily, in from three to seven minutes, break- 
ing perfectly as a wood filler should, allowing for 
good pore filling. There is no balking or raising in 
the pore, after the application of the prime coat. 

But try it yourself—these and other advantages will effect 
tremendous savings in your finishing department, speed 


up production and establish a better finishing standard. 
Give it a trial at our expense. 


E. T. STILLE & COMPANY 


Main Office and Factory 


2343 Greenview Ave. Chicago, Illinois 


Southern Office and Facto 
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Most manufacturers of stains 
and fillers will be glad to make 
a study of a finisher’s problems 
and show how their finishes will 
work satisfactorily. The far- 
sighted finisher will avail him- 
self of this service, thereby 
increasing his production and de- 
creasing the storage space re- 
quired for partly finished pieces. 


Finishing Veneered Surfaces 


If a veneered surface is poorly 
finished and if there is frequent 
variation of the moisture content 
in the atmosphere where the 
article is finally stored or placed 
in service, the wood will continu- 
ally absorb and release moisture. 
Eventually, this may lead to warp- 
ing and cause surface defects to 
develop. 

In the finishing of veneered 
panels, it is important that both 
sides of the panels be given an 
equally good protective finish. 
Otherwise, the two sides will ab- 
sorb atmospheric moisture at dif- 
ferent rates, causing unequal 
expansion which sets up an 
internal stress. This is what 
usually occurs to make a panel 
warp. 

Protecting the wood from ex- 
ternal atmospheric influences is 
an important function of the fin- 
ish. This responsibility is greater 
when the article is to be used 
where atmospheric conditions con- 
tinually vary. 

Another point with regard to 
finishing veneered surfaces is the 
importance of selecting a stain 
that will not react on the glue 
and cause discoloration and pos- 
sibly weaken the glue joint. This 
is especially necessary where the 
face veneer is thin, as in such 
cases the stain easily reaches the 
glue. Proper choice of the stain 
will prevent any possible chemical 





reaction. Sometimes the glue 
works through to the surface of 
the pores of the wood and will 
prevent the proper penetration of 
the stain. If the surface is first 
carefully sponged with warm 
water, any glue in the surface 
pores will be removed. 

Cross grained or curly grained 
veneer will absorb more stain than 
straight grained veneer and will 
therefore show up darker under 
the same stain—unless it is given 
special treatment. In order to pre- 
vent this, the cross grained wood 
should be moistened with water 
just before staining. This will 
prevent the stain from collecting 
excessively and penetrating too 
deeply at such places. The filler 
used should be worked well into 
the wood grain, especially when 
filling woods that readily absorb 
stain. 

It is often a good plan to use 
oil stains on thin veneer in order 
to avoid loosening the glue. With 
ordinary water stains, there may 
be trouble with the grain rais- 
ing although some finishers pre- 
vent this by first adding a very 
little glycerine to the stain.—W. 
E. Warner. 


Wallace Heads Paasche’s Boston 


Branch 
Paasche Airbrush Co., 1921 Diver- 
sey Pkwy., Chicago, announces that 


Mr. Ray H. Wallace has been ap- 
pointed New England Manager of 
this company, with offices in Boston, 
located at 126 High St., phone 
Liberty 4763. 


New Crystallizing Lacquer 


John L. Armitage & Co., Newark, 
N.J., announces that: “A crystalliz- 
ing lacquer has been developed by 
this company that may be dipped or 
sprayed on glass surfaces direct. 
without first applying a primary or 
bond coating. Test panels (of glass) 
thus coated over a year ago, show 
perfect adhesion and durability.” 
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The Trend Toward 
FARLY AMERICAN 


The prominence and increased space in Department and Furni- 
ture Stores given to reproduction pieces and suites of Early 
American Furniture indicates a marked trend toward this 
charming style. 

This is even more strongly emphasized by the growing de- 
mand on the part of buyers, especially for reproduction of Old 
New England furniture in Cherry, Maple, Birch, Pine, Oak and 
Mahogany. 

When contemplating the addition of this type to your line, 
whether it be a single piece or a full suite, the importance of 
correct color, accuracy of style and effect of finish cannot be too 
carefully considered. The color and finish will to a very great 
extent determine success. 

It is part of our service to give authentic information, to 
provide complete working directions and to finish specimen 
pieces. 

For many years we have extended this service and have 
furnished Stains, Fillers, Lacquers and Varnishes to the fore- 
most factories, especially in New England and other Eastern 
states, in most instances matching the finish directly from the 
original. 

Therefore we suggest, that if you contemplate bringing out 
a suite or individual piece to meet the coming demand for Early 
American Furniture you permit us to work out the finishing 
problem with you. 

Send us a small piece or, perhaps, a case front and let us 
finish it in the correct color and approved finish. You assume 
absolutely no obligation whatsoever. 

Should it then become our privilege to supply the necessary 
materials you may depend upon satisfactory results, for our 
Wood-finishing Products are in daily use in thousands of fin- 
ishing rooms, giving dependable and lasting finishes, abreast 
with the times and produced in the quickest time and with the 
greatest economy in finishing cost. 


THE GILBERT SPRUANCE C2. 


RICHMOND AND TIOGA STS. 
PHILADELPHIA 
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Finishing Good Furniture On 
A One Day Schedule 


Employing modern rapid-drying, non-grain-raising 
materials, it is possible to put on a satisfactory 
finish complete in one day, the finish to include 
stain, filler, sanding sealer and two or three coats 
of lacquer 


By 
H. R. ANDERSON* 


NLY A FEW 
quick finish was invariably 
considered to be a poor finish, 
and it must be admitted that there 
was plenty of ground for this as- 
sumption. Only the cheapest 
furniture received what was then 
called ‘“‘a quick finish,” and the 
cheap, quick finish of that day 
required more time to dry at 
each step in the process, than the 
satisfactory, quick finish of today. 
The contrast between finishing 
methods of a few years ago and 
those of today is remarkable. 
Now the quick finish placed on 
high-grade furniture is so much 
better in quality than anything 
the old-time finisher even dreamed 
about, that the improvement is 
almost unbelievable. The best 
furniture of today is finished three 


years ago a 


mer stains, made with colors dis- 
solved in water, invariably raised 
the grain to a point that made 
considerable sandpapering neces 
sary. Not only the sandpapering 
constituted a serious drawback, 
but a skilled operator was required 

to do this job successfully. 
Anyone who has attempted such 
sanding knows how easy it is to 
sand through edges and corners, 
making an effect that is not easily 
corrected. It is true that much 
sanding was left until after the 
shellac or sealer coat, but this 
did not lessen the labor involved 
to any great extent. On the 
highest grades of furniture it was 
customary to first sponge the 
wood with warm water, let dry 
and sand before even apply- 
ing the stain—this to get away 
from sanding so much after the 
stain had been 





times as quickly as the cheap 

furniture of yes- 

terday. —_—_—__________— 
New stains ON Manufacturers 


the market have 
made such a great 
advance in finish- 
ing that “revolu- 
tionary” is the 
only word ade- 
quate to describe 
their effect. For- 


finish. 


as modern 





*With James BE 
Day & Co., Chicago = 


biles led the way to the quick 
Millions of exhibits 
are on the streets every day 
as evidence of their great suc- 
cess in developing quick fin- 
ishes that are not only as fine 
chemistry can 
make them, but many times 
more durable than the old- 
fashioned slow finishes they 
replace. 


applied. 

Imagine, if you 
can, a liquid stain 
made from water- 
soluble, non-fad- 
ing aniline colors, 
completely dis- 
solved in a liquid 
that contains no 


of automo- 


water. By using 
water-s oluble 
colors the stain 


manufacturers se- 
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What ARE 
your Finishing Problems? 
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Tell us about them - - won’t you? And let us 
see if we can help you. Out here in Rockford 
we maintain an art studio, staffed by experts 
whose sole interest lies in solving finishing 
difficulties. Clients report gratifying results 
from new finishes, new tones and new color 
combinations, that these artists have created. 
They can do the same for you if you'll just 
give them a chance. Studio service is free to 
manufacturers - - and involves no obligation. 


cHhe 


ROCKFORD VARNISH 
Company 


ROCKFORD, ILL. 
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cure the essential feature of fast- 
ness to light. The new stain, by 
utilizing a non-aqueous solvent, 
does away with all grain raising; 
and equally important, it speeds up 
the staining operation to a point 
that seems the minimum in time. 

The stains referred to dry 
thoroughly in any- 


article they start in the morning. 
There is apparently no sacrifice 
in working qualities, rubbing or 
durability in speeding up the dry- 
ing of the filler to this point. 
Fillers that dry in less time than 
three hours have been found to 
set so rapidly that the proper 
wiping cannot be 
successfully per- 





where from ten 





minutes to an 
hour, depending 
on the amount of 
color in the stain. 
The lighter tints 
dry more rapidly. 
Thus the first 
operation of fin- 
ishing — staining ished and 
—saves the over- 
night drying of 
the sponging coat 
of water, plus the 
additional over- 


The advent of nitrocellulose 
lacquers, of course, opened 
the door to quick finishes. 
Remarkable progress has been 
made in such finishing ma- 
terials during the past few 
years. Limitations that at first 
circumscribed the use of lac- 
quer are rapidly being abol- 
apparently will 
soon be so completely elimi- 
nated that the 
have no need to depend on the 
slow-drying finishes for any 

purpose. of 


formed, and there 
is likely to be too 
little binder to 
hold the filler to- 
gether perma- 
nently. For the 
present three 
hours seems to 
be the safe limit. 
Although no one 
can predict what 
future will 
bring in the line 
quick-drying 


finisher will 





fillers, it seems 





night drying re- 
quired for safe 
recoating of a water stain, and all 
of the sanding involved. No sand- 
ing whatever is required over the 
new stain. Thus the use of a new 
stain cuts at least a day from 
the total finishing time. 

These savings are based on a 
comparison with the finishing 
procedure on high-grade lines. 
A good saving, however, may 
also be effected on lower-priced 
furniture through the quick dry- 
ing of the stain and a tendency 
to uniform the surface. 

The next finishing material in 
the ordinary course of wood 
finishing is filler, and almost as 
great advance has been made in 
the manufacture of this product. 
From fillers that take overnight 
to dry, to fillers that dry to recoat 
in only three hours is a big jump. 
What it really means is that 
furniture manufacturers can speed 
up their finishing schedules to 
complete in the same day, every 





probable that, un- 
less radical changes are made in 
the basic formulas, there is not 
likely to be much further im- 
provement along these lines. 

Over the filler a sealer of some 
sort is generally used with the 
triple purpose of (1) sealing the 
stain and filler to such an extent 
that following coats will not affect 
them, (2) to prevent any slight 
bleeding of filler or stain colors 
into the lacquer, and (3) to pro- 
vide additional body for the com- 
plete finish. 

Formerly the types of sealers 
or first coaters used were made 
either on a syirit base or on an 
oil base, the vastly greater pro- 
portion being made with spirit 
soluble gums in an alcohol solu- 
tion—with the possible addition 
of smaller quantities of other 
ingredients. These materials 
served very well under varnish 
and have continued to be used 
to some extent under lacquer, 
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Eliminates three operations! 


Stains and fills at the same 
time. 


i 


Fast to light ... supplied in 
various shades of either 
Walnut or Mahogany. 
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INDIANAPOLIS PAINT & COLOR Co. 


INDIANAPOLIS, INDIANA. 
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although their use has _ been 
steadily diminishing over a period 
of years. 

The modern finishing material 
for this purpose is called a “sand- 
ing sealer,” and is all that its 
name implies. It is made on a 
pyroxylin base and knits in with 
the finishing coats, making in 
effect one solid coating of pyroxy- 
lin base materials over the stain 
and filler. It seals the new type 
of stains and fillers completely, 
and works equally well over 
modern stains and fillers of other 
types. Incidentally, the old type 
of spirit first coater does not al- 
ways work well over the quick- 
drying stain and filler. 

Sanding sealer, although it does 
not form as thick a film as spirit 
first-coaters, has other advantages 
that more than 


ners a very rare occurrence. 


There is such a wide variation 
in the qualities different furniture 
manufacturers look for in a finish- 
ing lacquer that it is hard to 
treat such a general subject in a 
few words. 

There are many new develop- 
ments in this field that are not 
yet generally known, and which 
require explanation. The older 
lacquers were not of a very good 
body unless loaded up with gums. 
The addition of a large propor- 
tion of gums tended to make the 
heavier-bodied lacquer less tough 
and durable, although in effect 
more like a varnish in the type 
of film they produced. 

Modern lacquer chemistry has 
given us lacquers with heavier 
body, and which still have a satis- 

factory d egree 





make up for this 
drawback. 
Sanding sealer 
raises the grain 
of the wood very 
little. In compari- 
son to the degree 
spirit first-coaters <Gyee a 
raise the grain, rubbed-effect 
there is a very 
marked differ- 
ence. In fact, if 
the wood is sand- 
ed carefully, it is 
often unnecessary make 
to sand the 
sealer at all. 


poses. 


Fiber and card- ing, dipping, 
tumbling. 


board take a 


Hundreds of 
available for as many pur- 
Tough, durable lac- 
quers for such surfaces as thick or thin, 
table tops; heavy-bodied lac- 
quers where only two coats 
or so are required to pro- 
substantial 

lacquers 
tainable in any degree of flat- 
ness from an egg-shell sheen it. 
to dead flat; 
sealers that, instead of rais- 
ing the grain, have a tendency 
to flatten the grain and so 
sandpapering 
and quicker; lacquers for ap- ody. Such a lac- 
plication by brushing, spray- 


= of toughness and 
durability. Clear 
lacquer may be 
made hard or soft, 


lacquers are 


colorless or dark. 
The use for which 
body; it is intended 

ob- determines the 
qualities built into 
nitrocellulose The present 
tendency is  to- 
ward clear lac- 
easier uer of heavier 
quer rubs and 
polishes to a bril- 
liant luster, and 


squeegee or 





smooth finish 


——u—==e helps to secure a 





without sanding, 

when given a first coat of sanding 
sealer. What sanding is neces- 
sary on wood may be accomplished 
very quickly by unskilled help, 
because the sanding sealer sands 
freely without gumming the sand- 
paper. The ease of sanding makes 
sanding through edges and cor- 


complete finish in 
a day because it bodies up suffi- 
ciently to build a full-bodied finish 
in two coats over sealer. 

Over the gloss lacquer, many 
manufacturers prefer to use a coat 
of flat lacquer. Flat lacquers may 
be made much more uniform than 
in former days, although lacquers 
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made flat by the same process 
as the old flat varnishes still 
evidence the same trouble of non- 
uniformity. Otherwise, flat lac- 
quers may have all the qualities 
obtainable in gloss lacquers. 

For the first time in the history 
of the finishing industry, it is 
possible to produce a truly high- 
grade finish, applying all of the 
materials in one day. 

The procedure on walnut, ma- 
hogany, oak and all open-pore 
woods consists of applying stain, 
filler, sanding sealer, one or two 
coats of gloss-body lacquer, and 
a coat of flat lacquer if desired. 
All of these materials may be ap- 
plied in one day, after which the 
furniture can be rubbed if desired, 
wrapped, crated and shipped the 
next day. On woods that are to 
receive an open-pore finish, or on 
tupelo, birch or maple, the neces- 
sity for filling does not exist, there- 
fore furniture made of these pieces 
may be completely finished in 
little more than half a day. 

Just stop and think what this 
new finish means to the furniture 
industry. It places furniture fin- 
ishing on a basis where a greater 
emphasis is placed on time than 
ever before. It means that a piece 
can progress from one end of the 
plant to the other, starting un- 
finished, and ending up at the 
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packing room ready for shipment 
in less time and consequently 
with a smaller investment of 
capital. 

If this quick finish resulted only 
in a saving of time and required 
a sacrifice in quality, its advisa- 
bility would be open to argument. 
But under the circumstances, 
when a high-grade finish is as- 
sured, together with the great sav- 
ing in time and labor, it seems 
obvious that the one-day finish 
will increase in popularity by 
leaps and bounds. 


The successful manufacturer 
today, is the one who has aban- 
doned old manufacturing theories. 

Find out just what is wanted, 
and then produce a product which 
will fill that particular want. 


Gilbert Spruance Builds 
Addition to Plant 


The Gilbert Spruance Co., Rich- 
mond & Tioga Sts., Philadelphia, Pa., 
announces that “an extensive addi- 
tion is being made to the buildings 
of the lacquer department of the 
Philadelphia plant. The new build- 
ing is to be of fireproof construction, 
and the most modern machinery and 
up-to-date devices for the manufac- 
ture of lacquers and spirit products 
will be installed. Facilities for the 
manufacture of lacquers will enable 
the output to be increased from five 
to six times the present capacity.” 








for sample can. 





SAN-ITAI-RIE FILLER 
Pat. No. 1658605 
For All Defects in Wood 

Manufacturers in all wood-using industries find SAN-ITAI-RIE FILLER unsur- 
passed in filling cracks, worm holes, knot holes, open joints, dents, pitch pockets, 
etc., and through its use are able to send out their products without a flaw. 

Put up in friction top cans—half pints to gallons—in 20 different colors. Send 

SAN-ITAI-RIE FILLER CO. 
Division of 


164-170 W.Kinziest. ted fiebé (% Chicago, Ill. 
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By 
H. M. HAGY 


O YOU 


iron grille? 





paneled walls, 




















How We Finish Elevator Cabs 


Foreman Finisher of Warner Elevator Mfg. Co., 
Cincinnati, explains and illustrates how passenger 
elevator cabs are stipple finished in gold over 
brown—with special reference to metal cleaning, 
putty glazing, sanding and bake-finishing opera- 
tions 


REMEMBER just a There are many excellent fin- 

few years ago, 
cab built with a solid metal wain- teriors; however some care must 
scot about 4-ft. high and with the be exercised in the selection of a 
rest of the side walls and ceiling of suitable finish. One requirement 
The entire cab, ins de is that it be smooth. Another is 
and out, was finished in black. that the finish should readily lend 
But styles have changed. With itself to use on comparatively large 
the passing of the cage came plain surfaces. Often a finish ap- 
solid ceiling and plied to a small sample piece of 
a demand for new and attractive metal, say 2x3-in., will have a 
finishes for cab interiors. pleasing appearance but the same 


the elevator § ishes that are adapted to cab in- 
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PEEOVED 


NICHOLS - McCANN - HARRISON 


Industrial 
Air Heaters 


All the advantages and economies of high tempera- 
tures for drying and baking—with absolute SAFETY 
positively insured. Proper automatic control as pro- 
vided by the Nichols method, makes possible the sav- 
ings from speedier finishing—with safety. To insure 
BOTH, specify Nichols-McCann-Harrison Heaters. Ap- 
proved by the Underwriters Laboratories. Write for 
descriptive bulletins and performance data. 


Hich Temperature Drying Industrial Ovens 


and Processi Conveyors 


NICHOLS PRODUCTS CORPORATION 


12953 Greeley Ave., Detroit, Mich. 


NEW YORK CLEVELAND CHICAGO PORTLAND, OREGON 
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Interior of oven where finish is baked. 


finish on a cab interior, where the 
plain broad surfaces can be re- 
lieved only with a panel effect 
moulding, is not so attractive. 

In this article, I have selected 
the stipple finish in gold over 
brown for explanation because 
this finish, in its several possible 
combinations, forms a cheerful, 
attractive and durable finish for 
the interior of the modern eleva- 
tor cab. 

Of course, the cab comes to the 
finishing room “knocked down.” 
The first operation is to hand 
clean all metal parts with gasoline 
and then sand the rough spots 
with No. % emery cloth. The 
panels are then carefully inspected 
and any remaining rough spots 
are glazed with putty. A putty, 
made of dry white lead and shellac 
mixed to the proper consistency, 
is applied to the parts with a 
flexible knife and allowed to dry 
from % to % hours, after which 
the surface is dry sanded, using 
No. 0 sandpaper. 

All of the parts are then taken 
to the spray booth where a coat of 





July, 1930 
oil primer (in maroon color) is 
applied. Parts are then placed in 
the oven where the prime coat 
is baked for two hours at 400° F. 
When cool, all primed surfaces are 
dry sanded, using No. 3/0 sand- 
paper. After the surfaces have 
been wiped and blown clean, a 
spray coat of brown baking enamel 
is applied. This coat is baked in 
the oven for two hours at 175° F. 

When the cab parts have cooled 
sufficiently, they are returned to 
the booth where the gold is misted 
on the brown color coat. A special 
spray gun, equipped with a regu- 
lating attachment which controls 
the size of the gold spots or 
stipples is used to apply this coat. 
We use 4-oz. of pure, metal-leaf, 
pale gold to 1-qt. of bronzing liquid, 
adding lacquer thinner to reduce 
the mixture to the proper consist- 
ency; the bronzing liquid, used 
full strength, is too heavy a 





Close-up of rack upon which finished 
parts are laid immediately after finish is 
applied and on which they remain dur- 
ing the baking operation. 
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MODEL 95-0C 
For Use With Any Standard Compressor 


Price of Outfit Complete $47.50 
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NE The Presto Model 95-OC 
has been developed to 
provide industrials with a thoroughly 
dependable, compact and efficient 
Spray Finishing Outfit at a price lower 
than ordinarily quoted on Commercial 
Equipment of this kind. It is distinctly 
@ precision outfit for production 
work in woodenwere, metalware, 
furniture and other manufacturing 
plants from Toys to Machinery. The 
Presto Model 95-OC is complete with 
quart clamp-on container, pressure 
regulator and gauge, air conditioning 
unit, and 25 feet of rubber air hose. 








Presto Model 155 with direct ued _com- 
pressor and electric motor don 





steel truck. Gi sect atomizati d high + Nes 

speed epplication of either light - jon and ish Metal Specialties Mfg. Co. 
als. Price complete, as shown ebove, $142.50. 

No accessories to buy. 338-352 N. Kedzie Ave., Chicago, Ill. 





ay send me complete information on the Presto Model 95-OC, Model 


Name - ——— aaa 
Address . oceniietened Se 


Oy ——____ 7 _. State - nasa 
IF-7 
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Front view of two ovens into which loaded racks of freshly finished parts are placed 


vehicle. Of course, a little experi- 
menting is necessary to determine 
the exact quantity of thinner to 
add, and by this means we estab- 
lish a table of standards which 
will work satisfactorily for the 
various size spots or stipples. 

This stipple coat is thoroughly 
dry in 15 to 30 minutes; then the 
parts are given a spray coat of 
baking varnish and are placed in 
the oven where they remain for 
two hours at 180° F. When cool, 
the varnish coat is dry sanded, 
using No. 3/0 sandpaper. Follow- 
ing the usual cleaning after sand- 
ing, a second coat of baking 
varnish is sprayed on, and the 
parts are baked for the same 
length of time at the same tem- 
perature as the first varnish coat. 

If the specifications call for a 
satin finish, the surfaces are 
rubbed with pumice and oil. Ifa 
gloss finish is desired, they are 
rubbed with pumice and water. 
After rubbing, all parts are wiped 
clean and polished by hand, using 
a polishing compound for this pur- 
pose. 





A cab interior, unlike the 
paneled walls in your home or 
office, is subjected to hard wear 
continuously, hence it must be 
given suitable protective coatings 
to insure durability of the finished 
surface. The real test is actual 
service, and this finish has proved 
its lasting qualities as well as be- 
ing permanently attractive. 


Lecture Course Published on 
Paint, Varnish & Lacquer 


A course of lectures, given before 
The Paint and Varnish Superintend- 
ents’ Club of the Philadelphia Dis- 
trict, has been reported, mimeo- 
graphed and bound and is now offered 
for sale in this convenient form 
Speakers were selected by this Club 
on the basis of what definite informa- 
tion they could give on the scheduled 
subjects. The lectures were given 
during the period of October 29, #1929, 
to April 22, 1930. 

This course, which is in the nature 
of a text or reference book on paint, 
varnish and lacquer materials, also 
takes up problems common to execu- 
tives in the industry. It has been 
reported by the Adelphia Reporting 
Bureau, Hotel Adelphia, Philadelphia, 
Pa., and is bound in a blue fabrikoid, 
loose-leaf binder and lettered in gold 
The book contains 357 pages, size 
8%x11-in., and is tab indexed by sub- 
ject for ready reference. 











Jul 








iced. 


the 

or 
ear 

be 
ngs 
hed 
ual 
ved 
be- 





July, 1930 


INDUSTRIAL FINISHING 














Try This On 


Your Piano 
Or Other Cabinet Work 


W-Seal Brevolite 


Seals in stain and holds grain down so 
there is a minimum of sanding. 


32-M Clear Wood Lacquer Brevolite 


More body and depth than most wood 
lacquers. Rubs with a minimum of effort. 


TYPICAL SCHEDULE 


8 A. M. — One Coat W-Seal 
11 A. M. — First Coat 32-M 

3 P. M. — Second Coat 32-M 
Next Morning — Rub 





Let these two friends help to 
shorten your finishing schedule 


Brevolite Lacquer Company 
(Formerly Waukegan Chemical Company) 
NORTH CHICAGO, ILLINOIS 


‘‘Values That Endure’’ 


0000000000000 0000000000000000080U 
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Temperature Control for 
Ovens 


The application of dependable 
temperature-controlling devices to 
industrial appliances such as bak- 
ing ovens, drykilns, etc., often 
amounts to a considerable item 
during the period of a year. In 
many cases the aggregate savings 
are sufficient to amortize the cost 
of the instrument and its installa- 
tion within a short time, and the 
device proves to be very profitable 
investment. 

Automatic temperature control- 
lers can be installed with the as- 
surance that the firm will secure: 

A reduction in heating cost by 
preventing excess temperatures. 

Lower labor cost, by making it 
unnecessary for an employe to con- 
stantly watch the temperatures. 

A saving of material by prevent- 
ing damage and loss caused by 
using or permitting incorrect tem- 
peratures. Often it is possible to 
damage or destroy much valuable 
material within a few hours. De- 
pendable temperature controllers 
insure the user against losses 
caused by variations in tempera- 
tures.—Industrial Gas. 


Duplicating Machines In 
Enamel Finish 


Nearly all of the parts on the 
Gestetner Duplicator* that are not 
plated are finished in a hard, dur- 
able enamel. There are two dif- 
ferent finishes—a bright finish and 
a crackle finish. The bright fin- 
ish is used on most of the castings 
and the crackle finish is used 
more on the sheet metal parts. 
Three ovens are employed for bak- 
ing this enamel, which is sprayed 
on by special spray guns. The 





* Gestetner Duplicator Corp., 


Bloomfield, N. J., plant. 





ovens are of the truck-loading type 
and are large enough to handle 
heavy loads of wet material. By 
careful control of temperature, 
time and atmosphere, the different 
finishes desired are obtained. 

To get the bright hard finish 
effect, the finish is baked at a tem- 
perature of 3500° F. for an hour. 

The crackle finish is obtained 
by spraying on a special lacquer 
and allowing it to soak in a foul 
atmosphere for some time hefore 
the regular oven bake is started. 
The foul atmosphere is produced 
by burning a small jet of gas in the 
oven while all fresh air is ex- 
cluded. When the regular oven 
bake is started, the large burners 
are turned on and the foul vapors 
are exhausted through the flue. 

Japanned parts are all given 
three or four coats of enamel be- 
fore the fine finish so necessary 
to the final appearance of the ma- 
chine is obtained—Excerpts from 
“The Versatility of Gas,” published 
in a recent issue of Industrial Gas. 





Lacquer Blushing 


Blushing is due chiefly to 
weather conditions—-usually ex- 
cessive humidity—although some- 
times it may be caused by using 
improper lacquer materials. The 
temperature of the spray room 
should be maintained at about 70° 
F., with the wet bulb thermometer 
reading not over 62° F. It is im- 
portant to guard against cold-air 
drafts which may enter from the 
exhaust shaft. Spraying with the 
air pressure too high sometimes 
causes blushing. —W. E. Warner. 


The day is gone when a manu- 
facturer can make what he is 
best equipped to make and then 
go out and attempt to find a mar- 
ket for it. 
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The Modern Way to 


Prevent Fire Tie-ups 





Lux smothers fire with carbon dioxide, 
a harmless, non-poisonous gas. 


_ aE 


LUX 


DRY—HARMLESS 
FIRE EXTINGUISHERS 





IRE does more than burn. 
Fire holds up work, disrupts 
production schedules and delays 
deliveries. Its aftermaths often 
cost more than its destruction. 


But with the right kind of ex- 
tinguisher, fire can be put out 
without expensive tie-ups. That 
is the modern way. 


When the Lux Extinguisher 
is used, there is no messof chemi- 
cals or water to be cleaned up. 
Varnish, lacquer and paint are 
left uncontaminated and ready 
for use again. Finishing starts as 
soon as the flames are out. 

The Lux extinguishing agent 
is carbon dioxide, a heavy, clean, 
dry gas. 


Lux is available in hand and 
wheeled extinguishers suitable 
for use in finishing rooms. Over 
50,000 units are in service to- 
day, not only because they kill 
fire, but because they prevent 
the costly losses that follow fire. 


Write for a free copy of 
“Fire Extinguished — Without 


Trace.” 


Walter Kidde & Company, Inc, 
140 Cedar Street 
New York 
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Color Mixtures for Various 
Tints, Shades and Hues 


In past articles I have con- 
sidered colors used in tinting, and 
their meanings. I will now take 
up various colors and their mix- 
tures. These results are based on 
the use of good quality colors in 
oil. Different brands used will 
vary from these as all makes, good 
and bad, will make different casts 
in the tints, shades, tones and 


hues. 
Athenia 
WIRE cccccccccccces. coves (parts) . 
Fr@iam FOE ccccccccccccccccccccece 
Burnt sienna .........++-- (touch ot 
Autumn Brown 
WIRD ceccccese coccescercccecceses 21 
3urnt umber ....... Sen tenedenee 1 
Burnt sienna . .......+«++> Wy 
Azure Blue 

WRN cococcccseccocese. oscccsecs 18 
Cobalt blue ..... éc cnsceauonsass 1 
Prussian blue .........«++. (touch of) 


Ashes of Roses 


WI) .ccccccccccncceccecescsccces 
Tee DOD cccccccccecsccecssescoce 
Raw sienna 





TD cccccececcoccescencecesesase 
Tuscan red 
Cobalt blue 
Apple Green 
WRIRO cccccccccccccccccccccccccccs 96 
Sylvan Breen .....-ceeee vee eeeee 4 
Antrim Green 
WES ccccccccccccccccccccecccosss 100 
PEOGNEER GTOOR coc ccccccccccccccece 3 
Medium chrome yellow éuseseceane + 
Apricot 
TED xxensdannnenesebeessegunesax 28 
Deep or orange chrome yellow... 1 
Argent 
MED cnnbsccdecccesecendcesseuces 16 
Lamp black .. : 9 
Deep orange chrome. - (touch of) 
Armada 
MED. batcddednveceneéecceseesaces 3 
Sr » cccazavaceseeennese 2 
Medium chrome yellow. .(touch of) 
Almond 


ED 6664066606660h0000se000c0008 3 





Alice Blue 
WEE ceeddcceeessesdececcecsssese 10 
Gee BED dec vcanececcevedess . l 
(or, if you prefer) 
WED sex £66500000000060sc000% oe 
Ultramarine blue ....... l 


Almond Green 


WEED seecsece aE ee en er ee 75 
Medium green peeeenees " 
Venetian red . 


ee TRE o.0c6cceesecenees 
Medium chrome yellow............ 
Orange chrome yellow...... _ 8 


American Beauty Rose 


American vermilion ..... eee 13 
ED nae centencesceennces 2 
Amethyst 
WD peneeveceeseeesec sveseses 16 
Pt Pe Stontentesescsteesenke oo § 
Prussian blue .......... akon 4 


0 A rn en 42 
Light chrome yellow......... ices @ 
re 1 
Burnt Orange 
SG ee 20 
ST SD - WaKbnctccucckedeacees 1 
Brown Ochre 
Pt C- cccceddccdeeeencsnecs 6 
PE GONG. kccnes osckcnedendece 1 
enemite 
PE DE a6 cg ansdccteseseoousseses 5 
Ultramarine blue OES 1 
WEED 60:6b666065066s 600000 Keenenes 2 
Butter Cup 
WEED. nodvoeees 2060800 iaeewensen ae 
Light chrome yellow........ ne 3 
Medium chrome yellow............ 1 
Brick Dust 
WE n96600606000066006 0650860654 3 
WO BOD sinencdnsciccsevesces 1 
Brittany Blue 
WEED ccccececceseccscesscsosscece . 
Prussian blue - 
Indian red .......-. «sss. ‘(touch ‘of) 
Bronze 
PE GUE, cnc cccccecccescevce 1 
Light chrome yellow.......... 2 
Raw umber ........... ‘ 3 
Bronze Gray 
WHEE aededoccoucsecsesceoccecscess 28 
Raw umber .. — » 8 
Light chrome yellow. oneene wan: © 
Bronze Green 
Burnt weber ..ccccccccsccess se io 
Light chrome green ........ . 12 


Light chrome yellow.............. 





24 eames @ 6G thee we 
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Have you seen the 
newJohnson’sTape 
Dispenser? Holds 
19 full size roll of tape 
1 up to 1% inches 
1 wide. Enables you 
to cut any length 
of tape instantly. 
Eliminates pre- 
handling — no 
1 waste. 


» | “Getting Results” 


Only by using a masking tape of 

known quality can you accom- 

plish results that bring both 

satisfaction and profit. That's 
why industry is using 


| JFONFLE 


{Industrial Tape) 


The Masking Tape 
with Precision Edge 


HE use of Jonflex industrial tape has 

brought to industry many new and im- 
portant methods of quick finishing, with 
results that match the work of skilled crafts- 
men. Far greater speed and a cost which is 
extremely low has made possible substan- 
tial savings on products faced with the 
problem of keen competition. Jonflex gives 
perfect protection, adheres quickly and is 
removed instantly without leaving spots or 
“fuzz.”” Use the coupon today. 





‘ Sample Roll Free!! 





JOHNSON & JOHNSON, New Brunswick, N. J. 
Please send free sample roll of Jonflex Industrial Tape and information on the 


wom 


Tape Dispenser. 


Name 








1 Company 


Street and Number. 





City 


State 





Corsse 








LT 
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Bottle Green 


Dark chrome green...... 8 
Lamp DIACK .ccccccccccccsescsccce 1 
Brass Yellow 
WRG occccccccccces senvecesens 40 
Light chrome yellow. ‘ sesso On 
Raw umber ...... oreeasnawnees 1 
BUFR UMIDET ccccccccccccccccccess 1 
Brewster Green 
Dark chrome green...........-++-+ Ss 
Lamp DIAcK ...ccccccccccscsccccce 3 
Briar Rose 
DED encndcessacenseseenensceseds 64 
Tuscan red euneeucee soeeneeenee 1 
American vermilion ...... (touch of) 
Blue Lotus 
MND . kcocddcnnswseoeeseocesencees 60 
Ultramarine blue .........ss+«««. 16 
Indian red ........«++. botetende 1 
Bluat 
WED. cncccnckissndvesesosecsusese 7 
Come BRO ccccccescccccecosescs 1 
BERTIVG sccccccccccccccocese (touch of) 
Blue Spruce 
WIRE cccccccccccccccccccceccccese 11 
Dark chrome green.............«.. 1 
Bluish Pink 
White ..... : aeee aaeen . 86 
BEM GEOMMR 2c ccccccccesccccccce 1 
BROW GEOTMR 2c c cc ccccccccccccccess 2 
TUSCAN TOA ..cccessccccess (touch of) 
Bois De Rose 
WED ccncccccesosccececeess i .102 
Raw sienna , ick 
Indian red .. 1 
Bonnie Blue 
MED. cnncncecececcesessestsoccacs 1 
Prussian blue ......cccceses 1 
BGO ccccccccccccccssces (touch of) 
Bedford Stone 
WEED  caccccosteccsscvesceseoonces 100 
RGF GEOTMR cccccccccccccceccccece 3 
EAUABOINOK 2 nc cccccccccces (touch of) 
Begonia Red 
WEED. cawecscecedecercessesecceces 44 
BEND ncccccocecsoccscoceaseseses 3 
American vermilion....... (touch of) 
Buff 
WED. cxncnncssenecesssstseccicece 80 
French ochre ....... roecesce Oe 
Beige 
WHE Scecccccccccceccescsccccesse 74 
Burnt umber seeeen 2 
Wee BED. WOW Rec ccccccccccoccce 1 
Bermuda Pink 
TWD cccccncogsseeuecscoveconcees 54 
American vermilion ... ee OB 

9 


Deep orange chrome yellow pase 2 
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Baby Blue 
White with a touch of Prussian blue 
Battleship Gray 





DD ‘Geneakeonetaseebeeneenesocs 128 
fee 2 
SY) err 1 
Beach Gray 
WE -b6606-600¢0000060nG0%88 cocose OF 
Raw umber ....... ; l 
Bisque 
errr nescesese 
I i iia a iad neds iii euie 1 
Raw sienna 6b04KeNCeuRD 4 
Bitter Sweet 
Deep orange chrome yellow....... 6 
American vermilion .............. 5 
Beaver Brown 
WED ectnnedeeseeedse0bsseeteesee " 
en MEO cccatecsaceave 
Medium chrome yellow. .(touch of) 
Cocoa 
DED Ktikhessedtaendebeeaeenaba -115 
surnt umber ° coocccces 
Indian red ....... se 2 
Copper Brown 
WL. chacantccenncensesees6snncss 8 
a rere 3 
Burnt sienna ceneeeeseneeean 1 
Corn Color 
MUGGED: shoxencdcacnnenes -100 
Medium chrome yellow 2 
taw sienna ...... anvectoesenones 1 
Coach Brown 
MD. tnntennnhnstedteeounanee eens 74 
Ee BE, ccccccescccceesenesece 28 
DE GE sstsréceascanused { 
Se: DD. oscueseesaucn 1 
Copenhagen Blue 
WED: Dhatdetoayesdacsdaeressess . 30 
TD DE acc ccoencess aadeseah 2 
OUD TD ccccocccncsccdcsocse 2 
Chocolate Brown 
WE thakeonceutcenindsenencsnnse 100 
Ey MEE. coceccceccestaseoneese 12 
Burnt umber RtOeSeLiRheees 22 
ee GE co ccceccéscsnesocosce 12 
WEERD cdccccecccccescesscesccesese 
Raw sienna 8 
Light chrome yellow............+ 3 
Cocoa Nut Brown 
WERD  cccccocccccccccosoesecceces 1 
GRO cccccccvccoccecocecs 1 
BPM, WET ccc ccccccccccescces 4 
Ciel Blue 
WEE 906060666 00c0000060s00000004 300 
POE TED evccccenccevesseeane 1 
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7 OUR “BEST SELLER” 
- for the asking 


: O tell you “long distance” our lacquer 
thinner story is no mean task. 


69 00 


And so we have prepared a rather inspiring 
and comprehensive brochure entitled “ 11 
100 Lacquer Thinner Problems” and how we 
: helped solve them. 


We promise you some interesting, enlighten- 
74 ing, profitable reading if you’ll request a copy. 
‘ Yes, we have a selfish motive—to unfold via 
actual case records the true character of our 
facilities and personnel which protect the 


% Val-U-Lac Thinner name on every drum and 
‘ tank car. 

100 We'll also tell you how custom-made thin- 
12 ners are available at “ready-made” prices. 


Will yours be the next copy? 


Pieree & Stevens, Ine. 


1 **Since 1884’’ 


Industrial Laequers and Lacquer Thinners 
00 721 Ohie Street Buffalo, N. Y. 


P&S #5 
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China Rose Cerise 
WD cccccccccocccecsocceccocecss 26 WEED déccessecckdbecevscccescceess 6 
BRGIOM FOE ccc ccccccccccscccccceses 1 American vermilion a. 
BERGER FOS ccccccceccscccccesesses 4 
; Cevera 
China Pink White ...... 3 
WEED coccessceapescscocescocecuets 130 American vermilion 1 
American vermilion ..... ‘ 1 Mauve ...... , 1 
ED WOE cccoseccececoceveseses 4 Ci 
PE DE. ccdcconcacvescscceneces 1 igar 
Chamois WEED adeccncerecseesepgececse 4 
American scarlet. vermilion. 1 
TEE debnecncavecacneesnsoecnencue 100 DUPE WENDET cc cccccccccs 3 
PYOMCR OGRTE 2. cccccccccccccess o © Deep chrome yellow........ 1 
(Sometimes a touch of burnt c 
sienna is needed) arrot 
WOME occcccesdecesenescecvesseces 2 
Chartreuse Green American scarlet vermilion...... 1 
WEED cacoccecccccsececcccoccecees 134 Deep orange chrome .............. 4 
Medium chrome green............ 5 Cc 
Medium chrome yellow.... 4 astor 
PEE. 600-0656-606006000600406.000000 5 
Cherry Red Van Dyke brown..... anne cee 
American vermilion .............- 3 GS GREED ccccescasecceces et 
Alizarin crimson .......... 3 
Cedar 
Chestant I lala 114 
. en ees 28 Medium chrome yellow.......... a 
BES GOP cccoccccccsecccoucce 8 BOS WEE cccccccccccccceccees 2 
Tuscan red betonene 1 Burnt sienna ............ ‘ees . 3 
Chin Chin Blue Cedar Brown 
MEE 6n6eccddcocceecesceascccecese 40 TORE, casccoccccesnsesussenases 2 
Prussian blue .............. 2 ING GROTED, ccccacccocncnceece 2 
MD WE Skcccecescsccocssccese 1 PE WE ceccaeddincsoceccccs 1 
Clay Medium chrome ween seesvecesece 1 
ESTEE NE ter es 52 Cotrine 
DT cccaivecksacneesssesgenes 2 WRG ccccccccccccceseccesocececes 75 
Te UE § esccaccccenceovese 1 French ochre ..........+.- sasesse OF 
Cle . tt PD ¢c4neneecdéeeeseeseuse 4 
matis Drop black ............ 6 
MY steneseeseoegeqnenansaveanwes 102 
Cobalt blue .. ionene 3 Cream 
Mauve ........ buacueene 1 WD cendccccvcceccanssecsccosecs 98 
French ochre sneceneeeensaese 1% 
Cleopatra Blue Lemon chrome yellow.... ‘ 1 
WEED Saeedersnveccecscssessedceed 50 : 
CTE tascntheconadeene 1 a Comation Red 
Cobalt blue fie S WEES cccccescceccecccvecccs , 4 
, Scarlet vermilion ............+-. 7 
Cinder Gray ‘ 
Carnation Rose 
DY puuccetacebteonéenesendeee¢ 64 he a HERS HIG 7 
ee eee arb Pegs dupe tape nines : American vermilion .. ons 1 
Citron Yellow Coffee 
WED cococccceccesoccccoccceccoce 10 
TEED anesecessececsneccsecesesecs 52 Burnt umber .........-- ae 
Light chrome yellow..... 
Medium chrome green.... 1 Coral 
WER coccccccnsccccececceccceces 38 
Claret American vermilion ..... / 6 
PD: smuniitetestceksacdesens 1 Medium chrome yellow.... 1 
American vermilion .............. 1 Coveret 
Celestial Blue IN - onkanccxandcosenseatsestace 68 
ML ndabeneewseuse6eensheseneses 33 Raw umber .. ; ® 
Prussian blue as 1 Light chrome green. , - 
Ceramic Blue Canary Yellow 
.. oR ree 18 WS ccccccescccccessoscossoscese 66 
Prussian blue ........... 1 Light chrome yellow ........++++- 9 


Light chrome y ellow ay 


Medium chrome yellow....(touch of) 
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This Test Proves No Other 
Finish Can Equal Rezyl 


en +s + «2 + 6 8 


The Sun, the Rain, and the Dust were 
called upon to decide which finish was 
better for automobiles. Half of the 
hood was finished with a Rezyl auto- 
motive lacquer—the balance of the 
body was finished with an ordinary 
automotive lacquer. Months of ex- 
posure in a southern climate scarcely 
touched the Rezy] lacquer finish shown 
magnified at the right of the illustra- 
tion—there is no cracking . . .nocheck- 
ing... no chalking. 


Rezyls have other advantages entirely 
aside from their durability. They are 
true solvents of nitrocellulose; in all 


Industrial Chemicals Division 





proportions they are compatible with 
this ingredient and reduce the amount 
required in either clear or pigmented 
Lacquers. 


The excellent results obtained with 
Rezyls by leading makers of Lacquers 
show that such Lacquers are without 
an equal for indoor or outdoor use on 
wood and metal. 


You can determine for yourself the 
exceptional worth of Rezyls. Just fill 
and mail the attached coupon and full 
information will be sent promptly. 
At the same time, if you desire, we 
will tell you about our other synthetic 
ingredients for Lacquers: Rezyl Bal- 
sams for plasticizing; Ethyl Lactate, 
the high-boiling solvent; and Teglac 
for furniture Lacquers. 





American Cyanamid Company 


535 Filth Avenue New York 


Pertwee waewee we ew ewe ew Se eee ee = 





AMERICAN CYANAMID COMPANY, I 
535 Fifth Avenue, New York l 
Please send me full in formation on Rezylis-Rezy! Balsams- 
Teglac - Ethyl Lactate, for the following applications: l 
0 Sanding Sealer (© High Gloss Furniture Lacquer 
O Clear Lacquer for wood or metal I 
Oo Pigmented Lacquer for wood or metal 1 
Special Purpose (explain) nbecacen 1 


ha a eens fick etRSREERECKSSCN DUKES OEn Steet eeRRREOES I 
Sole Sales Agents for d 

the NITROCELLULOSE Address ....... - 8 

produced by our Mark for attention of : I 


subsidiary, 
AMERICAN POWDER CO. 


My Lacquer Supplier is .. 
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Caramel — Cycolmen 
WR kccanccivdeunenisssdinasons 7 TACO 2. ccc cere cee cencescenecscens 25 
Burnt umber ......+--.s0++s0e2+ S Fates vndlies oo: | 
Cardinal 
Alizarin crimson ....-.+++-e-e+e05 3 
American vermilion .......+.««++. _- Uniforming, Highlighting 
Colonial Yellow n Walnut, Gum, Willow, Maple 
White wacsaccrssssserecssssssres #3 al the wood finishing field to- 
Lemon chrome yellow..........-+. 2 day, finishers have at hand 
Cafe Creme various methods and effects, es- 
White ......... se eeeeeeeeeseeeeeee 70 pecially dealing with walnut and 
Van Dyke brown .------------::: 2 the several kinds of wood that 
Cafe-Au-Lait can be successfully prepared to 
Se ae en 4g harmonize with this very popular 
Van Dyke brown .............0+5 1 cabinet material. 
Raw sienna........--eeeeeecceneee 2 In this article I will deal with 
Camel the finishing of a moderately- 
Ne i cneenennenens hens . 52 priced radio cabinet, sewing ma- 
Raw umber .......--+++e++e0+: ; chine cabinet or similar cabinet, 
Raw sienna .......- ~1haaacentintes which might embody say three or 
Camelia _ four different kinds of wood, 
ener agetane*eesereeseres 6 --sssss 11 namely, walnut, gum, and willow 
wera aes built up with maple overlay and 
Cameo Pink 
WHRERD ccccccccccecececesececes — perhaps fancy-figured fronts or 
American scarlet vermilion ...... 1 — — , 
is reasonable to assume that 
White raceioten es 400 about the first thing to be con- 
nd ion ied naniaieid sidered is the cost, which must 
Lamp black ........-.-++++++.+++ 1 be kept down. The finisher who 
Cream can produce a substantial effect 
NN i daidn ag enced -eeeeeeess 42 that “looks like a million dollars” 
FRAW GIOMMR cc cccccccccsccccesess 1 and “costs about a $1.98” so to 
Creme Moda speak, is the man who keeps the 
WERE cocceveseaess : ciekwenene Te competitor from looking back- 
Van Dyke browm ...........6056. } wards. 


Raw sienna .......... 
Cornflower Blue 
WEED cccescosccccsese éavebecenedee 


Tuscan red e< 1 
Prussian blue ... $acneneeebesae 1 
Crab Apple 
WHREED cccncccccecccccccegcercceccs 102 
American scarlet vermilion...... 1 
Medium chrome yellow...(touch of) 
Cranberry 
American scarlet vermilion...... 5 
BGS cocccccocccocetscccccccecces 1 
Creole Brown 
WEED 20cconneds bosecetocssoesecees 34 
Venetian red ..........6.0005- oo a 
Van Dyke brown . . oe 
Raw sienna ....... a 
Crystal 
WROD eccccceccccececccse ie 200 
Van Dyke brown .......... . 4 
Prussian blue ........ 1 





In developing a finish for the 
above mentioned cabinets, I first 
apply a base sealer or bleacher, 
this being a very thin spirit ma- 
terial barely tinted with spirit 
colors to the desired shade, thus 
producing a uniform background 
“creating light and _ richness.” 
This application serves at the 
same time as an instant sealer, 
preventing too much absorption of 
colors by the softer lumber; it 
can be either brushed or sprayed 
on, care being taken to avoid put- 
ting it on too heavy so as to inter- 
fere with the penetration of fur- 
ther applications. This base can 
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Formulating lecquer is no pipe dream at any 
time — but the next few months, when it’s hot 
and humid, are the months that try the souls 
of men who make and use lacquers. Now is 
the right time to switch to a really safe, sure 
and dependable lacquer solvent—and the right 
choice, of course, lies between 








PENT-ACETATE 
PENTASOL 
PENTEXEL 
















A fair trial of these new-day lacquer solvents 
will show you why so many of the larger 
manufacturers have turned to Sharples Solvents 
for a dependable source of supply. 








Order early and play safe ! 






“ “ 





‘ 


The SHARPLES SOLVENTS Corp. 
2304 WESTMORELAND ST., PHILADELPHIA 
548B RAILWAY EXCHANGE BLDG., CHICAGO 
501A FIFTH AVENUE, NEW YORK 















Kindly mention INDUSTRIAL FINISHING when writing advertisers 





68 INDUSTRIAL FINISHING 





July, 1930 





Reduced from Panel 10°x14" 


One of Our 


Specialties 


CRYSTAL 


LACQUER 


For 
Dipping 
Spraying 
Brushing 


HENRY V. WALKER CO. 


New Jersey 


Elizabeth 

















be obtained from practically any 
good stain and filler manufacturer. 

After allowing this base sealer 
to dry one hour (it does not re- 
quire sanding) I next apply a pig- 
mented or uniforming oil stain of 
desired shade, allowing a reason- 
able time for this to set up or 
“flat;” it is then “ragged off” 
much the same as ordinary filler, 
taking care to avoid rubbing too 
hard on the more stubborn areas. 

I might add that if a filled pore 
is desired, these stains will carry 
some 3 or 4-lbs. of silex without 
interfering with their working 
qualities. They are composed of 
non-bleeding colors, and with this 
process I have never experienced 
any streaks or splotches coming 
through. 

On the overlays and gum turn- 
ings, where a highlighted effect 
might be desired, the uniforming 
oil stain is omitted and a lacquer 
shading stain may be used over 
the base sealer or bleacher to 
obtain the desired effect. The 
figured and matched veneers are 
simply filled with a transparent 
filler, affording a very rich golden 
cast. 

The most popular follow-up 
process, when these materials dry 
over night, is to apply a coat of 
lacquer primer, sand smooth and 
follow with one or more coats of 
clear lacquer. As a result, the 
finished product takes on a de- 
cidedly pleasing and attractive 
appearance, and it really has a 
very economical and reliable fin- 
ish—James McFadden. 


Many important changes are 
taking place within the entire fin- 
ishing material industry. There- 
fore, unless one keeps in constant 
touch with the various details in- 
volved he cannot expect to ac- 
complish much in the way of 
progress. 
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Security against 
excess lubricating oil 






with Curtis Centro-Ring Oiling 


A Compressor’s lubricating 

system properly designed 
will not throw oil in excess 
amount all over the compressor 
interior but delivers it directly 
and in controlled volumn to each 
friction point. 

In the Curtis Centro-Ring 
System, a ring (A) lifts oil to un- 
dercut groove (B) in crankshaft. 
Centrifugal force carries it 
through ducts in chamber (C) 
in crankshaft. Then a centrifugal 
force redistributes it to ribs in the 


crankshaft which lead the oil to 
each friction point. 


Also there is the Curtis Suction 
Valve Type Unloader which 
avoids oil pumping due to vacu- 
um. It operates on the suction 
valve. When machine is un- 
loaded, valves do not operate as 
with a suction port unloader. 


Isn't the compressor which 
offers that kind of protection the 
logical choice for paint spray 
work? 


CURTIS 
Pneumatic Machine: 


CURTIS sz 


—————— 


Curtis Pneumatic Mchy. C 





1977 Kienlen Ave., St. Louis —5518-D Hudson Term., N. Y. 
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Walnut Stain for Chair 
Finishing 


Relative to E.F.&S.Co’s request 
in May issue, page 66, asking for 
an oi] stain in walnut for chair 
finishing, there are a number 
of such stains on the market 
today, many of them being adver- 
tised in INpUSTRIAL FINISHING. 
However, I would prefer to use 
one of the penetrating stains on 
these chairs. These stains will 
not raise the grain at all. In my 
opinion, the present day 30-minute 
stain* has every advantage over 
the old stain. I have found it to 
be non-grain-raising and quick 
drying, and its use accelerates pro- 
duction.—J. K. Cooper. 


Painting and Lettering 
Metal Trucks 


I am to paint 30 metal trucks 
and I presume the finish will be 
bright red enamel. This will be 
a regular paint job. What method 
of procedure would you advise to 
make a good job of them? These 
cars will be lettered in gold .. . 
black shading and white stripes. 
—J. W. C. 





To obtain a first class paint 
job on an automobile body, the 
most modern method of painting 
is done with the assistance of the 
spray gun, which is a great saver 





* Name on request. 


of labor and time. When repaint- 
ing old metal-covered bodies, it 
is first necessary to remove the 
paint, while with new bodies the 
only precaution necessary is to 
see that the steel is clean and 
free from grease and oils. 


For removing old paint there 
are a number of excellent varnish 
and paint removers on the market. 
All of these varnish removers con- 
tain a certain amount of wax, and 
it is essential that all of the var- 
nish remover be washed off the 
body before any paint is applied, 
or the drying rate will be greatly 
retarded. High-test gasoline is a 
good solvent for these waxes. 

After using the varnish re- 
mover, should any paint remain 
on the surface, it is well to burn 
this off with a blow torch. The 
body surface is now thoroughly 
clean and free from old paint, 
oils, greases and wax. 

The first coat of paint to be 
sprayed is enamel undercoat. 
This material has an excellent 
tooth and adheres very well to 
metal. Then it is best to fill all 
holes and hollows with glazing 
putty. After thorough drying, a 
second coat of enamel undercoat 
forms a good base for the enamel. 
Enamel undercoat dries in from 
six to ten hours. 

Two coats of enamel, sprayed 
over the two coats of enamel un- 
dercoat, will give a finish that is 
hard to surpass. For thorough 
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Keep your costs down and the 
quality of your work up by using 
a Quincy Compressor unit especially 
designed for spray painting. 


There is a unit that willexactly fit your 
requirements — portable or stationary. 


Quincy Compressors are high quality 
compressors, efficient, dependable, long 
lived. Write for complete information. 


Quincy Compressors 
Model PX 


A compact, port- 
able three-wheel unit. 
Complete, ready to 
operate paint spray 
equipment. Has 20- 
gal. tank, pressure 
gauge, safety valve 
and drain cock; also 
suction unloader to 
maintain operating 
pressure of 80 Ibs., 
which may be 
adjusted for any 
suitable pressure up 
to 100 Ibs. The 
air filter is war- 
ranted by maker to 
be 99.9% efficient. 
Sizes 2%4x2% and 
3x 3%. Displace- 
ments 4.2, 6 and 8.6 
cu. ft., depending 4 
upon size of motor. 


mpressors 


305 Maine St., Quincy, Ill. 









Service and Sales 


Atlanta, Ga. Cincinnati, Ohio Kansas City, Mo. A 
Birmingham, Ala. Cleveland, Ohio Memphis. Tenn, ag Mo. 
Boston, Mass. Davenport, Iowa Newark,N. J. Washi — 
Chicago, I1l. Detroit, Mich. New Orleans, La. maten, D.C. 


Also in other important centers N 12 
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drying, the enamel should be al- 
lowed to stand overnight. 

The next operation is to pounce 
out the letters and apply gold 
leaf over a varnished outline of 
the lettering that has been al- 
lowed to dry until sticky. After 
the gold leaf has been applied, 
brush body varnish over the let- 
tering. For striping, either a 
sword striping brush or a me- 
chanical striping gun may be used. 

This procedure will give you 
an excellent truck finish. To 
economize on this schedule, the 
second coat of enamel undercoat 
may be eliminated and, if further 
economy is desired, the second 
coat of enamel as well.—W. F. 
Ardussi. 


Finishing Steel Office 
Furniture 


We would like some information 
about lacquers, enamels and var- 
nishes suitable for finishing steel 
office furniture, especially about 
the composition and uses of new 
products.—Y. & E. 


In answer to this question, | 
submit the following information: 

Lacquers—Two kinds of primers 
for pyroxylin finishes are obtain- 
able, pyroxylin-base primers and 
oil-base primers. I suggest the 
use of oil primers (baked) because, 
in my opinion, these are not 
easily raised by the lacquer 
enamel. The primer is baked for 
1% hours at 275° F. Three coats 
of lacquer enamel will produce an 
excellent finish for steel office 
furniture. 

Enamels—I would recommend a 
new method which is now being 
used, namely, spray and bake for 
around 1% hours at 250° F. A 
number of manufacturers can fur- 





nish the kind of material for this 
schedule. 

Varnishes—Several grades of 
varnishes are on the market. 
For use on steel office furniture | 
suggest a coat of sealer and two 
coats of high-gloss varnish; bake 
for 2% hours at 250° F., after each 
coat. When rubbed and polished, 
this should give an _ excellent 
finish.—George Moskos. 


Our Rubbed Flat Lacquer 
Doesn’t Turn Gray 


Supplementing the answer to 
Cc. R. B.’s question in May issue, 
page 78, in regard to “a flat lac- 
quer that can be rubbed without 
turning gray after the rubbing,” 
I contend that many things can 
cause this grayness in the rubbed 
film. Perhaps, C. R. B. is forced to 
rub too soon after spraying. | 
have found it best to kiln dry all 
work overnight before rubbing. 
Other things, such as too much 
pumicestone, excessive sanding in 
the “smoothing up” operation be 
fore using oil and pumice, or too 
much pressure on the rubbing 
block, can ruin an otherwise satis- 
factory finish. I even caught one 
man using sandpaper under his 
rubbing block. Boy, what a job 
he made! 

I have used a certain flat lac- 
quer* for over two years, rubbing 
every piece, and I get excellent 
results. The rubbing we do is 
not a light rub but an honest-to- 
goodness rubbed job. This fiat 
lacquer is used because it rubs a 
bit easier than clear lacquer and 
matches up well with the rubbed 
surfaces on carvings and mould- 
ings. 

This lacquer can be used on dark 
and colored woods (we use it on 


*Name on request. 
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Butanol- 
Solvents 


Cut the Cost of 
Lacquer Finishing 


ACQUERS containing Butanol-Solvents* have 
iy exactly the proper speed of drying—just fast 
enough to permit the maintenance of economical 
production schedules, and just slow enough to per- 
mit that freedom of flow which produces a surface 
requiring the minimum of sanding and polishing. 


Butanol-Solvents* reduce both laborand overhead 
charges, insuring lowest cost per unit of finished surface. 


COMMERCIAL SOLVENTS CORPORATION 


*Butanol and its derivatives. 





——_—___- —_________ — -SALES OFFICES: 4 
230 Park Avenue Aldwych House, Aldwych, W. C, 2 Terre Haute 
NEW YORK, N. Y. LONDON, ENGLAND INDIANA 


PLANTS—Terre Haute, Ind., and Peoria, Ill. 
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mahogany) with satisfactory re- 
sults, and there is no clouding or 
grayness even when three coats 
are applied. 

In rubbing, we use a neutral, 
nonblush rubbing oil with pumice- 
stone under a felt pad; we use 
steelwool around mouldings. It is 
necessary to wash the surface to 
remove the oil film after rubbing. 
We let the rubbed pieces stand 
about two hours, then wash the 
surface. I will send C. R. B. my 
recipe for this wash if he wants it. 
It may be too strong for some 
lacquers, so it is not wise to pub- 
lish it.—G. F. Huizenga. 


Uniforming Stain Color 
at Panel Ends 


We are finishing plywood at 
present with walnut oil stain, but 
at the ends of the boards where 
the edges have been beveled, the 
different colored woods show very 
conspicuously, which is objection- 
able. Some boards seem to be 
about the color of gum wood, and 
others about the color of white 
pine. Can you refer us to a type 
of stain that will color both light 
and dark woods uniformly in 
sappy places, without a subse- 
quent touch-up operation?—Ft. 
W.D.C. 





I suggest a non-grain raising 
stain such as advertised in In- 
DUSTRIAL FINISHING. If the panels 
are being dipped, the color can 
be easily uniformed by using a 
sponge. Keep this sponge just 
wet enough to pick up excess stain 
on the dark parts of panels, and 
coat the sap a second time just 
before the stain drys after the 
first dipping. These operations 
can be done very rapidly, and a 
skillful man can uniform any va- 
riation in the panels. 





If a spray is used to apply stain, 
color the light places first; then 
coat the entire panel, and an 
even-color job will be the result. 
This work requires an expert 
spray man with a practical turn 
of mind. If the panels can be 
placed on a rack in a booth, they 
can be stained very rapidly with 
first class results. 

The case of different woods at 
edges of panels showing conspicu- 
ously presents “a mean proposi- 
tion.” The white pine will show 
streaks that are very hard to 
color. I suggest the old time 
tried-and-tested method of using 
an alcohol stain of sufficient 
strength and color to obliterate 
these places.—G. F. Huizenga. 


Finishing Cast Aluminum 
in Old Bronze 


We will appreciate any informa- 
tion you may have for applying 
old bronze finish on small highly- 
ornamental aluminum castings 
made in sand moulds; also for 
applying the same finish on orna- 
mental white metal die castings. 
—M.A.S.Co. 

I presume you mean by “old 
bronze finish” the same finish as 
“old brass finish,” or the same 
method of applying, only on 
bronze. There are so many dif- 
ferent finishes on the market today 
that one cannot tell what a color 
is by its name. 

Prepare your casting first, as 
you would for plating, and nickel 
plate it for 20 to 30 minutes; then 
bronze plate for 30 or 45 minutes. 

After bronze plating, scratch 
brush it wet with pumicestone and 
water on a brass wire wheel; dry 
the surface and lacquer it. 

If you desire to stain the cast- 
ings, then acid-copper-plate them 
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Spraco Guns 
do the job in 
less time— 


and do a good job with less material 


In actual tests conducted in the plant 
of an Ohio company, an operator using 
different makes of guns using the same 
lacquer and spraying identical pieces— 
turned out 20% MORE WORK with the 
Spraco Gun than with any of the others 
—and laid on a smoother finish. 
Another user writes, “We are using 4 
of your guns, have compared them with 
two other types of guns and FIND 
YOURS TO BE FASTER in operation 
and equal in quality of work.” 
Requiring only moderate air pressure, 
Spraco Guns deliver a fine, uniform 
spray that is “wet” its entire width and 


will not split. Drift, caused by an ex- 
cessive volume of air at high pressure 
is eliminated; MATERIAL ordinarily 
blown through the fan as dry mist is 
SAVED. 


Because of its properly atomized “wet” 
spray one stroke with a Spraco Gun 
lays on as smooth a coat as two or 
more strokes of a high pressure gun 
and LESS MATERIAL is required to 
produce a satisfactory finish. 


Simple to adjust, operate and clean, 
Spraco Guns have many advantages not 
found in ordinary guns. 


Please send a copy of Bulletin I-130 which describes Spraco Guns and 
complete industrial finishing equipment. 


Mr 
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Street — 
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116 Central Street 


State—_ —— 


Somerville, Mass. 
3896 
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after nickel plating for 20 to 30 
minutes; scour with pumicestone 
and water, stain in a sulphurette 
solution until you get the desired 
color; then dry the _ surface, 
scratch brush it, dry and lacquer. 

If this doesn’t produce the color 
you want, please send a sample 
and I will try and tell you the 
exact method of matching the 
color of the sample.—August L. 
Medel. 


I suggest the following schedule 
for finishing aluminum and white 
metal die castings in an old bronze 
effect: 

1—Dip parts to be finished in 
lacquer cleaner. 

2—Spray first coat of bronzing 
liquid. (Antique bronze powder 
mixed with bronze mixing lacquer 
as a vehicle.) 

3—Spray second coat of bronz- 
ing liquid. 

4—Spray coat of burnt umber 
dissolved in japan and reduced 
with turpentine. 

5—Wipe highlights 
umber is dry. 

6—Dry overnight and spray coat 
of clear lacquer.—Joseph Cowan. 


before 


Better Tumbling Finish 


I am familiar with some of the 
tumbling finishes and have been 
able to do some passable work 
with them, but there are goods 
on the market that are remark- 
able in color and finish, and I 
would like some information on 
these materials. Some of these 
goods are as pleasing to the eye 
as a ripe red cherry. It is possible 
that the finish is not obtained en- 
tirely by tumbling. Some of these 
articles I refer to are the balls 
and beads used by some concerns 
for making bead dolls and other 


bead ornaments. They are like 
hand work yet they must be fin- 
ished by a quick process. I am 
very much interested in this 
higher class finish.—A. J. B. 


From the information § given 
I believe this finish is a tumbling 
lacquer. By this I mean a straight 
gum lacquer without the use of 
any nitrocellulose. These lac- 
quers tumble much cleaner and 
smoother than those containing 
nitrocellulose, and they retain a 
much higher luster. 

The finish desired may be ob- 
tained by tumbling one coat of 
a pigmented gum lacquer of the 
shade or color desired. If the 
luster doesn’t come up to expecta- 
tions, a coat of clear tumbling 
lacquer may be tumbled after the 
pigmented coat has dried suffi- 
ciently so that the surface will not 
feel sticky after being held in the 
hand afew minutes. I am sure you 
will find that a pigmented gum 
lacquer will aiso give you a much 
cleaner color than when a gum- 
nitrocellulose lacquer is used— 
and the price of the lacquer will 
be much lower.—L. B. Miller. 





A. J. B. fails to mention whether 
his problem has to do with tumble- 
finishing wood or metal articles. 
Both are equally simple; the one 
thing to remember is that in 
tumble-finishing wood a wooden 
horizontal barrel should be used, 
while for metal a regular oblique 
metal barrel, containing fins is 
desirable. 

The reference to a ripe red 
cherry inclines us to believe that 
the difficulty may be due both 
to the method and materials. If 
the articles are of wood, then a 
stain of brighter tone than the 
final finish should be selected. 








July 


— 





res 
aft 
mc 
Fr 
po 
en 


to 
ur 
Pe 
th 


Sa 


il 





ike 
fin- 
am 
his 


he 





July, 1930 





INDUSTRIAL FINISHING 














your problems become ours 


HE finishing materials you 

buy must give high standard 
results not only once, but week 
after week and month after 
month. 


From your production stand- 
point it may be that you have 
encountered the problem of how 
to obtain such continuous and 
uniform results in finishes. 
Perhaps you are wrestling with 
the problem now. 

The answer to it is here, the 
same answer that has come to 


the relief of many other man- 
ufacturers. Take advantage of 
Thresher service. Use Thresher 
Varnishes, Enamels and 
Lacquers. 


Because they are produced with 
your needs in mind. Of finest 
quality, they give you quality 
results. And you are assured of 
quick deliveries and personal 
attention to your requirements. 
Let us show you what Thresher 
co-operation means. 


THE THRESHER VARNISH CoO. 


1150 E. Monument Avenue 


Dayton, Ohio 


THRESHER 


VARNISH 


ENAMEL 
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The NAZ-DAR 
Coating Machine 


For Applying 
Lacquers, Enamels, 
Varnishes, etc. 








Be 


Faster Production 

Less Material Waste 

More Uniform 
Application 

Greater Coverage Per 
Gallon 


A NAZ-DAR coating machine 
will show improved results over 
hand or automatic sprays on 
any sheet or strip material. 


NAZ-DAR COMPANY 
4014-22 N. Reckwell St. 
CHICAGO, U.S.A. 


Also Manufacturers of Silk Screen 
Process Paste Paints, Equipment 
and Supplies 








This should be dipped, and after 
drying an hour the pieces should 
be placed in a closed wooden 
barrel and rolled to smooth the 
surfaces. If the articles are of 
metal, then a flat or semi-gloss 
ground coat should be “rolled on” 
in a metal barrel and baked in 
the usual way. 

The secret of the final finish- 
ing operation lies in the character 
of the material used. This should 
be designed for tumbling and 
should be, not opaque, but a trans- 
lucent color—a tumbling color 
varnish—producing a glazed finish 
in which the undertones shine 
through the top coats and produce 
the desired richness of color and 
luster. 

The number of coats required 
depends upon the colors used and 
the refinement of the finish de- 
sired; some colors covering better 
than others. A single clear finish- 
ing vehicle and an assortment of 
pigments will simplify the variety 
and quantity of materials to stock 
in order to produce a wide range 
of finishes. 

The quality of materials used 
is an important factor in securing 
satisfactory results—A. B. Lab- 
oratories. 


To Bleach Red Ochre 
Paint From Birch 


Please tell me the best way to 
remove the stain which has pene- 
trated birch wood from red ochre 
paint. Oil stain will not penetrate 
far enough to give the rich ma- 
hogany color that is desired.— 
G.B.K. 





After all traces of the paint have 
been removed and only the stain 
of the red ochre remains, I sug- 
gest using a strong bleach, one 
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of which can be made as follows: 
Mix 8-oz. of chlorinated lime into 
one quart of water. Apply this 
to stained surfaces and, while still 
moist, apply a solution made by 
adding 1-lb. of oxalic acid to one 
gallon hot water. The fumes 
which arise from this solution 
will be a bit unpleasant to in- 
hale. 

Aithough this is a strong bleach, 
you may have to repeat the opera- 
tion to remove all traces of the 
red ochre, 

After the wood surface has been 
bleached sufficiently and is dry, 
wash it thoroughly with hot water, 
scrub out all mouldings and cor- 
ners and blow out with com- 
pressed air. It will now be neces- 
sary to sandpaper the surfaces to 
a smooth finish. 

I would advise the use of non- 
grain raising stain in place of the 
oil stain. I have used such a 
stain* and it gave a splendid 
color on birch, every bit of figure 
in the wood being brought out 
beautifully. 

Some finishers do not use a filler 
on close-grained wood, claiming 
that filling is not necessary. It 
may not be necessary as there are 
no pores to fill, but some of the 
beauty of the wood is lost if fill- 
ing is omitted, especially on birch. 
—G. F. Huizenga. 


To Produce “Dev” Oak 
Finish 

I am still unable to find the 
“Dev” oak finish for which I have 
been searching for some time. 
A better description of this finish 
might bring the desired informa- 
tion. I understand the “Dev” oak 
finish is an antiqued, wiped-out 





*Name on request. 











Reduces 
Cleaning 
Costs 


XCEM industrial cleaners will 
do all industrial cleaning jobs 
Quicker, Better and at Less Cost. 


Why? Because there is a spe- 
cialized XCEM cleaner forevery 
industrial purpose. 


Manufacturers in all kinds of 
industries have standardized 
their cleaning operations with 
XCEM products because they 
are effective and save time and 
money. 


We would like to demonstrate 
to you why the use of XCEM 
industrial cleaners is growing 
constantly. 


Please Write to 


Magnuson Products Corp. 


Specialized cleaners for every 
Industrial Purpose 
Hoyt and 3rd St. Brooklyn, N. Y. 


WAREHOUSES 
CHICAGO BALTIMORE DETROIT 
TOLEDO INDIANAPOLIS 


ATLANTA MONTREAL LOUISVILLE 
Representatives in all 
Principal Cities 
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Easily Applied 
Greater Coverage 
Less Sanding 


... characteristics that 
thoroughly __ identify 
Amerilac Lacquers as 
dependable materials 
for high-grade cabinet 


work. 
Here are finishing 
materials capable of 


producing that attrac- 
tiveness, coupled with 
the durableness and 
impressionable beauty 
most desirable in fur- 
niture of quality. 


Amerilac Lacquers sat- 
isfy in results and the 
smoother application 
obtained at lower pro- 
duction costs. They 
were developed by care- 
ful study of all factors 
entering into the suc- 
cessful employment of 
finishes. 


Try Amerilac Nos. 96 and 97, and be 
convinced. Your Inquiries Solicited. 


The American Varnish Co. | 


High Grade Varnishes, Pyroxylin Finishes, 
Stains, Fillers and Enamels 


1138-1146 N. Branch St., Chicago 











finish rubbed dull; it is not a 
Cathedral oak finish, although, it 
has a cast like it—but it has a 
reddish cast also. I have seen 
this finish and have tried to re- 
produce it, but without the suc- 
cess that I would like.—E. R. J. 


“Dev” oak finish is somewhat 
of a mystery to us, but from the 
description given, we have pro- 
duced an attractive effect economi- 
cally, as follows: 


First: The wood was sanded 
and then spotted with lacquer 
sanding sealer. 

Second: A spray coat of per- 
manent stain was applied immedi- 
ately. 

Third: Four hours later the 
panel received a spray coat of 
lacquer sanding sealer. 

Fourth: One hour later the 
surface was sanded lightly and 
given a full spray coat of wood 
finishing flat lacquer. 

The materials used for this 
finish are from a complete line 
which enables the finisher to pro- 
duce any shade to meet the 
individual taste. The spotting 
referred to in the first operation 
affords the finisher an opportunity 
to express his own idea of the 
shading desired, for obviously the 
stain will fail to “take” as much 
in the lacquer spotted areas as 
in those not so treated.—A. B. 
Laboratories. 


A good finish is a _ business 
builder. No piece of furniture is 
better than its finish and a poor 
finish can ruin the finest example 
of furniture craftsmanship. Fin- 
ish is only a detail, perhaps, in 
furniture manufacturing, but it’s 
a vitally important detail. 
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Rubber Cushioned Buffer 

Cc. B. Hunt & Son, Salem, Ohio, 
has developed a rubber-cushioned 
buffing wheel designed to do a 
variety of buffing. 

According to the statement of 
the manufacturer: 

“Buffing operations are being 
speeded up and buffing costs im- 
pressively reduced with the new 
Quick-As-Wink Buffing system. 
Abrasive cloth of any grade, from 
24 to 180 grain, can be used and 
a new band can be easily put on 
without removing the wheel from 
its spindle. Strips of abrasive 
cloth may be attached with or 
without metal end-clips. A slight 
turn of the wrench tightens the 


The abrasive cloth is put on over a rubber- 
tired, metal wheel 


strip on its wheel and the rotation 
of the wheel causes a slight ex- 
pansion of the rubber cushion, so 
that the abrasive cloth hugs the 
entire surface tightly. This makes 
any slipping of cloth impossible at 
any speed or pressure.” 

The method of applying abrasive 
cloth and the strength of construc- 
tion involved permit safe opera- 
tion at high speeds. Before ship- 
ment, each wheel is tested at 
speeds up to 8,000-r.p.m., although 
speeds ranging from 3,500 to 5,000- 
r.p.m. are recommended as most 
efficient. 

Quick-As-Wink cushion abrasive 
wheels are made in 6, 8 and 12-in. 
diameters, and they give a clean 
smooth buffing action the full 
width of the face of the wheel, on 
either stationary or flexible-shaft 
buffers. 

The Hunt company supplies 
abrasive cloth strips to users, 
either with or without the metal 
clips; also a combination cutter 
and clipper, capable of turning out 
300 bands per hour, has been built 
and furnished to a number of 
large users. 


New Gasoline Powered 
Spraying Outfit 
The Metal Specialties Mfg. Co., 
338 Kedzie Ave., Chicago, IIl., an- 
nounces an addition to its com- 
plete line of spraying equipment 
the gasoline powered Presto 
spraying outfit—for users who 
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A Good Finish Pays 
For Itself In Added 
Sales Appeal 


O matter what market you serve or 

grade of furniture you build—finish is 
an item which must be right. A good finish 
means so much to the successful sale of your 
product providing as it does a window of 
quality A mete x which your dealer’s cus- 
tomers may see your product — and judge 
its worth. 


Users of J-W-F products know from expe- 
rience how dependably good these finishes 
are. Should you be one of those who are 
not using J-W-F products—we ask that you 
try them. Nothing we might say is half so 
convincing—or demonstrative of the real 
worth—than a rigid testing in your own 
plant. Better arrange to make this test at 
once—for it may mean a lot in added sales 
appeal and profits. Write. 


* 
Jamestown Wood Finishing Co. 
products are guaranteed. If they 
will not do for you what we claim 
for them your money will be re- 


funded. 
a 


Jamestown 
Wood Finishing 
Company 


Executive Offices and Plant 











JAMESTOWN, NEW YORK 


BRANCH OFFICES: Milwaukee, Wis. | 
Meriden, Conn; New York City; Lenoir,N.C | 





STAINS + FILLERS -- SHELLACS 
VARNISHES - LACQUERS - ENAMELS 
EELS TR TS TT A TE 


prefer gasoline power, or who 

wish to do spray painting where 

electricity is not available. . 
According to the manufacturer: 


“The Model 177 is compact, 
| perfectly balanced, vibrationless, 
|easy to start and extremely 





smooth and quiet in operation. It 
completely atomizes both light 
and heavy materials, such as oil- 
and-lead paints, lacquers, shellacs, 
varnishes, and enamels—eliminat- 
ing excessive fog and mist. 

“The size of spray and the 
amount of material applied can be 
regulated directly from the trigger 
or by giving a slight turn to the 
knurled sleeve on the adjustable 
needle valve.” 


Sign Painting With a 
Spray Gun 

A new process for painting signs 
with a spray gun has been an- 
nounced by the Nu-Way Sign 
Painting Co., 648 Broadway, Den- 
ver, Colo. According to the com- 
pany’s literature, the chief fea- 
tures of the system are as fol- 
lows: 

Letters can be produced in the 
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same material as the base or field; 
for example, lacquer letters on a 
lacquer finish, paint on paint, etc. 

An important factor in the suc- 
cess of this system is the com- 
pany’s Nu-Way gum, described as 
“a superior gum that holds the 
tape or stencil cloth on the ob- 
ject, and which has none of the 
disadvantages characteristic of 
old type gums and tapes.” 

For those who do not prepare 
their own stencils, the company 
is prepared to design a standard 
line of copy; also any stencil 
style desired. 

Further: “Uniform and profes- 
sional-looking letters can be pro- 
duced on any surface by a com- 
paratively unskilled workman. 
The expert sign painter, instead 
of being eliminated by this new 
method, can triple his volume and 
income. 

“The gum is sold separately or 
with sets of letters and designs. 
Complete directions for the mak- 
ing of signs are included with 
these materials. A folder outlin- 
ing this system reveals interest- 
ing and informative data about 
the new process. 


Portable Airpainting Unit 


A new %-h.p. airpainting unit 
is now offered by the Paasche 
Airbrush Co., 1921 Diversey Pkwy., 
Chicago, Il. 


This outfit has a 





A compact outfit. 








WATERPROOFED 


sneLLAC 
| SHE 

‘has an ‘‘unblushing”’ dis- 
regard for moisture. It 
will not turn white. And 


|it costs no more than the 
|regular grade. 


| Sample gladly sent on 
| request 


CADILLAC SHELLAC COMPANY 


INC. 
Ferndale (Detroit) Mich. 





New type—ultra modern “Air Exit" 
Ventilating and Drying Fan .. . 
2 to 6 blades 












Aeroplane Propel ler fan blades are uni- 
versally recognized as the most efficient 
and economical . . . and the blade which 
our engineers have designed and developed 
(constructed of Nickel Alloy Aluminum) is 
practically perfect in these respects. 

Note exclusive motor bracket--gives better 
frame support and can be adjused to fit any 
motor. 

Write for price and descriptive circular ... . 
you'll be surprised. 


AIR-MORE PRODUCTS CORP. 
3402 Northwestern Ave. Indianapolis, Ind. 
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Finco 


NON - GRAIN 
RAISING 


Water Stain— 


requires no sanding .... . no 
wash coat ... . saves 24 hours 
in the finishing room. One furni- 
ture manufacturer saves $1.50 on 
every dining room suite. 


Positively fast to light . . . . made 
only from water aniline colors. 
Inquiries solicited. We will be 
pleased to demonstrate this prod- 
uct or send samples for you to 
try .... Our service department 
is at your disposal. 


Finishing Products Co. 
3725 E. 13th St. Indianapolis, Ind. 





The following concerns, all 
located in Newark,N. J., are 


euthorised to manufacture 





and sell Damaskene finishes:— 


FLOOD & CONKLIN CO. 
THE PALMER-PRICE CO. 
THE BIGELOW VARNISH CO. 
NEWARK VARNISH WORKS 








silencer air-cooled handle and 
ball-bearing swivel casters that 
provide easy portability. 

Specifications include: 
motor, (repulsion-induction, 1150- 
r.p.m.) directly connected to a 
1%x2-in., Worthington, feather- 
valve, compressor; force-feed oil- 
ing system; copper cooling coil; 
water and oil separator; gauge 
and fittings; 15-ft. of electric cord 
ready to attach to light socket; 
3-gallon clamptight pressure tank 
unit; an airbrush; 20-ft. of %-in. 
fluid hose; couplings and goose- 
neck valve, 20-ft. of %-in. air- 
brush hose; and 20-ft. of %-in. 
airline hose. 


Aircraft Flexible Lacquers 


Today there is a large and fer- 
tile field in the aircraft industry 
for manufacturers of high-gloss 
flexible lacquers, but these manu- 
facturers must do considerable 
work along the lines of educating 
the aircraft industry as to the 
merits of lacquer as a finish in 
comparison to pigmented dopes. 

The employment of practical 
finishers as salesmen and demon- 
strators is the one best bet. 
Among the aviators and pilots that 
some firms use as salesmen, few 
succeed in the finishing sales line, 
although usually they do make 
good as aircraft salesmen. Gen- 
erally, the man buying finishing 
materials is chiefly interested in 
the merits of the products being 
sold. 

At the Aircraft Show in New 
York City, May 3 to 10, I was 
pleased to notice that a large num- 
ber of aircraft manufacturers are 
adopting the high gloss lacquer as 
a finish over clear dope. Some 
manufacturers still stick to pig- 
mented dope as a finish—perhaps 
for no other reason than that the 
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U. S. air forces have never ap- 


proved the lacquer finish. The 
U. S. air forces hold that lacquered 
fabric cannot be re-doped. Well, 


my answer is that the use of a | 


good lacquer extends the period 
of refinishing. 

When a pigment-doped ship re- 
quires re-doping, the best bet is 
to re-cover it, because you can rest 
assured that when that time 
arrives the surface will be so badly 
cracked and ring-wormed that it 
will not warrant re-doping. It is 
my experience that the present 
type of lacquer possesses wonder- 
ful flexibility, whereas pigmented 
dope does not. 

Recently, I received a copy of a 
pamphlet about lacquer, the 
pamphlet being issued by a firm 
whose name is well known in the 
industrial finishing field and whose 
reputation is A-plus. This firm 
illustrates a patented device show- 
ing a 6-in. elongation of its lac- 
quer. It declares in its pamphlet 
that no airplane, finished with its 
lacquer ever had to be recovered. 

You may say that is a “broad 
statement”; nevertheless, I be- 
lieve it’s a fact, as I have examined 
six airplanes finished with this 
firm’s lacquer and I could not dis- 
cover even a minute crack on the 
finished surface—and these ships 
were in active flying service for 
more than one year. I hold no 
brief for this particular company 
or for any other paint firm; the 
point I wish to make is that the 
present type of lacquer will stand 
up under the most severe tests. 
—Denis O’Brien. 


The finish is to fine furniture 


what the highlights and shadows | 


are to a fine oil painting. Care 
in finishing means 


beauty. 


enduring | 








Your Health 
Demands 
PULMOSAN 
Protection ! 


The PULMOSAN 
Chemical Cartridge Res- 
pirator protects you 
against fumes, vapors 
and dust while spraying. 


It cleans all air 
breathe. 


For better health ... 
and more efficient work 
— adopt PULMOSAN, 
the respirator rated 
99.7% effective by actual 
test. 


you 








Equipment Corp. 
| 176 Johnson St., Brooklyn, N. Y. 
Gentlemen: Send us details on your 


| 
Pulmosan Safety | 
| 

| 

| chemical cartridge respirator. : 
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Industrial 

Issued fifteenth of each month. 
Distributed exclusively to executives 
and foremen finishers in all kinds of 


industrial plants where finish coats 
are applied. 


PRACTICAL PUBLICATIONS, Inc. 
Publishers 


Office; 802 Wulsin Bldg., Indian- 
apolis, Ind. Telephone, Riley 6771. 
President, A. T. Gaumer; Vice- 
President and Managing Editor, W. 
H. Rohr; Secretary, R. E. Suits; 
Treasurer, E. A. Dosch. 


Subscription rates, $2.00 per year 
in U. 8S. and possessions; $2.50 per 
year in Canada and $3.00 per year 
in foreign countries. 


Advertising rates on application. 


EDITORIAL 


Materials Plus Motion Make 
Industry 

An interesting point brought out 
in the careful studies of business 
and industrial management is that 
industry and business are made 
up of motion applied to materials. 
There are the things known as 
“raw materials” which enter into 
industry and which include all the 
substances used. Then the re- 
mainder of the industry consists 
in the moves necessary to convert 
and fabricate these materials into 
finished products, and to move the 
finished products to market. 

So in making industrial progress 
there are just two broad lines to 
study—one of materials and one 
of motion. The motion, of course, 
includes the movements of power- 
driven machines that carry on 
with work as the major factor, 
but this involves also the move- 
ment of materials from one work 














station or machine to another, and 
the motions of the men in charge 
of the work. 

In the final analysis, however, 
industry is a matter of motion 
applied to materials, and when we 
consider it in this light it should 
simplify the matter of systematic 
study with a view to making prog- 
ress in efficiency and the develop- 
ment of better materials and 
methods. 


Keep in Touch With What's 
Popular 

Since so many manufacturers 
have been resorting to fine finishes 
and intriguing decorative effects to 
attract favorable attention to their 
products, some remarkable fin- 
nishes have been developed and 
adopted. Indications are that the 
autumn show windows at fashion 
centers will reveal much that is 
new and interesting in designs and 
finishes. All who use finishing 
material for decorative effect will 
find it profitable to plan on paying 
regular visits from now on to 
whatever exhibits of manufactured 
goods are scheduled, and also to 
visit the most fashionable retail 
stores in large cities for the pur- 
pose of learning what’s new in 
style trends and sales-appeal fin- 
ishes—and to find out what goods 
are selling. 

The period of depression isn’t 
going to last forever, and the 
majority of individuals and firms 
look for a decided stimulation in 
business activities this fall. Dur- 
ing the several months of com- 
parative quiet, the minds of 
progressive management have 
been thoroughly alert and accu- 
rate, investigating, analyzing and 
planning constructively for the 
future. 

Some manufacturers are relying 
upon the surprise feature of 











col 
isk 


ca 
wl 








930 


and 
irge 


ver, 
tion 

we 
uld 
atic 
rog- 
lop- 
and 


ers 
hes 
3 to 
eir 
fin- 
nd 
the 
ion 
is 
ind 
ng 
rill 
ng 
to 
ed 
to 
ail 


in 
in- 
ds 


r’t 
he 
ns 
in 














July, 1930 








novelty designs and finishes to | 


produce quick sales of profitable | 
proportions. Others are incor- | 
porating new utility features, 
improved values and merits of rec- 
ognized worth, so they and their 
representatives can honestly and 
proudly sell on a basis of service 
value instead of simply cheapness; 
in other words they are “making 
things to serve” instead of “mak 
ing things to sell.” Manufacturers 
who are not in close touch with 
this activity, or the results of 
what is going on, are automati 
cally placed in position to lose 
potential sales. 


Plants That Need Improvement; 
Opportunities 

Who can think or who wants to 
think of a better time than now 
to convince the management of a 
nationally known concern that this 
is the time to begin a program of 
complete modernization in its fin- 
ishing department? There are 
many good prospects available for 
a program of this kind. For ex- 
ample, we have access to a confi- 
dential report, which in part reads 
as follows: 

“For all of the high sounding 
name this company bears it has 
one of the worst and poorest 
equipped plants of any... . For 
instance, in the depart- 
ment, which is merely a table and 
a homemade wooden rack to hold 
the rolls, they have no roll cleaner, 
no partitions around the space, 
and stock is crowded all over the 
place. The plant has no conveyors 
anywhere; everything is moved on 
hand trucks. Floors full of holes, 


and equipment, such as it is, is 
poorly laid out.” 

Here is a concern that not only 
can afford modern equipment, but 
which obviously should have it in 
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LACQUER & CHEMICAL CORP. 


214-222 40% ery ta NY. 
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EXPLOSION-PROOF 

ELECTRIC MIXERS 
Clamp to any tank 

and mix all liquids 


MIX 
QUICKER 


LAST 
LONGER 
cost 
LESS 





Note Patented 
“Push Pull” 


\ Pad Propeller Action. 


ALSOP 


ENGINEERING ¢O.- 
39 West 60th St. New York 


ame 8 he 
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STENCILS for 
SCREEN PROCESS 





FOR oil paint reproduction of artistic com- 
mercial and decorative effects on any 
smooth surface or substance. 


Screens made from your designs or we will fur- 
nish art and screens complete. 


Tell us your needs so we can be helpful in our 
first reply. 
ART-WAY, Inc. 
603 E. Washington 
AUTOMOTIVE FINISHING 
COMPLETELY COVERED 


Indianapolis 





A detailed study 
of modern meth- 
ods of automo- 
bile painting; 
carefully writ- 
ten in non-tech- 
nical terms. 

This book con- 
tains much use- 
ful information, 
bot h for the 
4 shop owner and 
— finisher; ex- 
plaining meth- 





ods of 


preventing; checking and 
cracking, water spotting, peeling, 
chipping, flaking and many other 


helpful ideas. 

ILLUSTRATED—GOOD BINDING 

16 CHAPTERS. ....... PRICE $3.00 
Remittance with order, please 


INDUSTRIAL FINISHING 


802 Wulsin Bidg., Indianapolis, Ind. 





the finishing department. Per- 
haps the management hasn’t been 
approached or worked on hard 
enough by representatives of 
equipment manufacturers. At any 
rate, here is a prospect that is 
evidently in need of not only just 
one piece of equipment, but an en- 
tire outfit installed, arranged and 
operated for economical, volume 
production. It’s an engineering 
job that should be supervised by 
someone really experienced in 
everything having to do with 
metal cleaning, finishing, grain- 
ing, oven-drying, polishing and 
mechanical conveying—and prob- 
ably also heating, lighting and 
ventilating. 


Why More Large Concerns Are 
Successful 

What is responsible for the suc- 
cess of many large concerns, in- 
cluding groups formed by mergers 
of smaller concerns, is not so 
much production economies, in all 
cases, as it is favorable conditions 
and prices that can be obtained 
by purchasing in quantities, and 
merchandising on a large-scale 
basis supplemented by national ad- 
vertising. Really, the advertising 
feature was especially emphasized 
in a speech recently delivered by 
Dr. Williard L. Thorp, Professor of 
Economics in Amherst College. 
He declared that: 

“It is an interesting sidelight on 
our current economic life that al- 
though these large companies can- 
not in many instances turn out 
goods at lower costs, nevertheless 
they are steadily absorbing a 
larger and larger proportion of 
the nation’s markets. The small 
concern still maintains its position. 
The middle sized companies are 
suffering. But so many of our 
purchases today do not depend 
upon price differences of a few 
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cents. In fact at least one manu- 
facturer has capitalized his few 
cents of higher cost in his adver- 
tising. We are more apt to buy 
because of advertising, or other 
marketing methods. It is along 
these lines that the large producer 
is making rapid headway.” 

Not only does wise and continu- 
ous advertising introduce a prod- 
uct to prospective buyers and 
further inform and remind them 
about its merits and uses, the ad- 
vertising also helps to establish 
confidence and prestige in the 
product and in the firm that 
makes it. 


Wood Finish Shading to a 
Uniform Color 


The use of many pieces of wood 
that otherwise would be cast aside 
because they vary in color, is now 
made possible by skillfully shad- 
ing them to a uniform color. Gum 
wood pieces can be shaded to 
match case-goods fronts, which 
are of a more expensive wood. 
Since there are at least four dif- 
ferent types of gum wood, the 
spray man must understand their 
characteristics, so the wood to be 
shaded will match the other pieces 
used in the article. 

The sap in walnut or mahogany 
can be shaded to the color of a 
perfect piece of walnut or mahog- 
any. The aged maple color that 
is so popular today, is easily re- 
produced on gum, if the workman 
who does the shading knows his 
job. 

The essentials of satisfactory 
and economical shading are as 
follows: 

1—The right shading material 
for the job. 

2—The spray operator must 
understand color and know when 
he has the correct shade, 





3—The operator must know his 
spray gun; the amount of pres- 
sure or “squeeze” on the trigger 
for shading, and the correct angle 
to hold the gun to produce the 
desired shade—these two things 
are particularly important. 

I use only about 40-lbs. air pres- 
sure for shading, and operate the 
spray gun “wide open,” regulating 
it by the trigger alone, as any 
amount of material required can 
be shot onto the surface where it 
is needed. This is learned by prac- 
tice; and it will be found that 
shading can be done just about 
twice as fast as when the gun is 
operated half way open. 

Lacquer shading stains are the 
most suitable in my opinion, as 
with these the finisher can in- 
crease production and can handle 
case goods with some speed after 
the surfaces are shaded. I find 
that the best time to do shading 
is after the first coat is applied, 
then it can be easily seen where 
the surface really needs shading. 

Shading and highlighting are 
two different jobs. It is very easy 
to make one area dark and let an- 
other place remain light, but when 
the whole piece must be shaded 
to one color—the finisher must be 
experienced in this work to turn 
out a satisfactory uniform shade. 
In my time, I have known many 
expert spray men who were not 
capable when it came to shading. 
—Leon P. Altland. 


Not only is it necessary that 
a product be satisfactory in con- 
struction—above all, it must have 
true style appeal. 


Success in modern industry, 
however, demands that executives 
work together and think together 
to produce a composite result. 
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Classified Advertising 


Advertisements under this heading 45 cents a line per insertion, minimum charge, 
$1.35. In estimating, calculate six words to one line, and add one additional 
Use this department to obtain help, find positions, buy and 
sell equipment, dispose of manufacturing properties, ctc. 








FINISHING ROOM FOREMAN 

Wanted by factory in eastern 
Pennsylvania making high-grade 
bedroom furniture Excellent op- 
portunity for the right man to make 
a connection with a growing firm. 
State age, experience, previous em- 
ployment and salary expected _ to 
start. Address IF-342, care In- 
dustrial Finishing. 


SALESMAN WANTED 
By established lacquer manu- 
facturer in South and Southwestern 
territory. In writing, state age, 
education, experience and salary ex- 
pectations Address IF-344, care 
Industrial Finishing. 


MICHIGAN SALESMAN 


With following of years’ standing, 
wishes to connect with old estab- 
lished house manufacturing full line 
industrial finishes Address IF-340, 
care Industrial Finishing. 





MAN WANTED 

Familiar with paint grinding and 
tinting for a general line of House 
and Industrial Paints and Enamels 
A man who is not afraid to work 
Write experience. References will be 
required. Address IF-341, care Indus- 
trial Finishing. 


SALES REPRESENTATIVES 
WANTED 


Conscientious sales representatives 
are offered an exceptional opportunity 
to sell an absolutely incombustible 
steel paint to large industrial users. 
Practically non-competitive and vir- 
gin field in Oil Refineries, Utility 
Corporations, Railroads, Smelting Re- 
fineries, etc. Representative’s ter- 
ritory protected. Commission ex- 
tremely liberal. Outline your quali- 


fications to cover above fields. Ad- 
dress IF-339, care Industrial Fin- 
ishing. 





ADDITIONAL CHEMIST AND 
FORMULATOR 

Of breadth and experience, re- 
quired by Reputable Eastern Lac- 
quer manufacturer. Good future for 
good man. Write fully experience, 
references, and compensation. Ad- 
dress IF-343, care Industrial Fin- 
ishing. 


LACQUER SALESMAN WANTED 
for Chicago territory by high-class 
Eastern Lacquer manufacturer 
Chemist or engineer with good lac- 
quer experience preferred. Excellent 
prospect for active, intelligent go- 
getter. State experience, references 
compensation. Confidential. Ad- 
dress IF-345, care Industrial Finish- 
ing. 





BARGAIN FOR QUICK SALE 

Despatch 7as Enameling Oven, 
6’ x 6’ x 84” wall. Like New. A. L. 
SPRAYER CoO., Albert Lea, Minn. 





p= 
SALES REPRESENTATIVES 
Now calling on the following 
industries 

Light and heavy metal stamping, 
metal spinning, metal pressers, metal 
furniture, automobile bodies, auto- 
mobile dealers and painters and all 
other industries applying paint and 
lacquer to bare metal surfaces, to rep- 
resent a process that is revolution- 
ary in its economical application and 
results, when used in conjunction 
with what you are now selling, and 
will produce better results in the fin- 
ished work. 

Representing this product will not 
conflict or compete with your line. 
Any man, of proven sales ability, de- 
siring to represent this meritorious 
product as a side line, will find this 
opportunity a most unusual one in 
that the above industries have been 
looking forward for a product such 
as this. Orders, therefore, must 
surely follow. Remuneration to be 
on a liberal commission basis. All 
applications strictly confidential. Ad- 
, IF-338, care Industrial Finish- 
ng. 





Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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